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I. INTRODUCTION 


A. BACKGROUND 

The Navy often needs to procure very small lots of 
commercially unavailable repair parts. The parts may not be 
commercially available because they are used only ina limited 
number of military applications. The reasons that these parts 
are not readily available through the Navy’s supply system 
include the following: 

- The part was overlooked, or considered not likely to ever 
fail, during the initial supply support determination 
(provisioning) process, 

- The part may have been stocked at one time but was 
disposed of because insufficient demand occurred to 
warrant continued stocking, 

- The original manufacturer may have gone out of business 
or may be unwilling to provide the item except at an 
exorbitant price, or 

- The part may be needed for an extremely urgent 
requirement, such as a fleet casualty report (CASREP), and 
normal procurement leadtimes would not be acceptable. 
Any traditional manufacturer attempting to make such a 

part in very small lot sizes, uSing traditional labor 
intensive manufacturing methods would likely require a long 
leadtime and charge the Navy a price reflective of the 
manufacturing technology of manned job shops or the high costs 


of disrupting and re-tooling a fixed high-volume assembly 


ane . 


These problems of growing cost and lead time, coupled with 
the diminishing industrial base in the United States, led the 
Department of Defense to initiate several programs in the 
early 1980's to accelerate the introduction of advanced 
technology into logistics data and spare parts procurement 
systems. The Rapid Acquisition of Manufactured Parts, or RAMP 
program, under the management of the Naval Supply Systems 
Command (NAVSUP), is one of the Navy’s initiatives in this 
area. RAMP facilities will use advanced methods and equipment 
to produce parts in two types of highly automated 
manufacturing cells: one for small mechanical parts (SMP) and 
one for printed wire assemblies (PWA). 

Ultimately, RAMP facilities will be situated at several 
Navy Industrial Fund (NIF) activities and private sector 
contractors around the country. At this time, the RAMP Test 
and Integration Facility is nearing completion in Charleston, 
South Carolina, and is expected to be operational in the early 
1990's. Here, the system hardware and software will be 
integrated and made ready for the first Navy) site 
installations. The first SMP cells will be at the Charleston 
Naval Shipyard and the Naval Aviation Depot, Cherry Point, 
North Carolina. The first PWA cell will be at the Naval 


Avionics Center in Indianapolis. 


RAMP will use part specifications in computer readable 
format in a computer integrated manufacturing (CIM) and 
flexible manufacturing system (FMS) environment to produce a 
wide variety of high-quality, low-cost parts with leadtimes 
which are about one tenth as long as current procurement 
channels. (Lotz, 1987) The availability of parts data in a 
Standardized, non-ambiguous digital format is expected to be 
the key reason for the dramatic improvements in leadtime. 
(Interview-A) 

CIM integrates computer aided design (CAD), computer aided 
engineering (CAE) and computer aided manufacturing (CAM.) An 
FMS consists of: 

...two or more machine tools served by an automated 
materials handling system and controlled by a computer. 
An FMS is generally used in low to mid volume, mid variety 
production systems where a number of related parts are 
manufactured in varying quantities. (Bennett et al, 1987) 

The program is expected not only to improve fleet 


readiness by reducing costs and leadtimes for spares, but to: 


- Integrate advanced computer integrated manufacturing 
technology into Navy logistics systems, 


- Establish procedures and capability to communicate parts 
requirements and specifications to automated manufacturing 
facilities, and 


- Install flexible manufacturing cells in Navy industrial 
activities. (Lotz, 1987) 


RAMP may also enable the Navy to reduce its wholesale 
spare parts inventory levels, providing a potential saving of 


Navy Stock Fund investment dollars. A viable RAMP system 


should allow the Navy to safely use a higher stockout risk 
level in inventory models, reducing the safety stock levels 
presently required. Currently, the Navy maintains large 
inventories of items for which little or no demand is 
anticipated. Reduction of these inventories will free funds 
for more productive investment in other areas. 

Another RAMP goal is to encourage and assist private 
sector suppliers to adopt modern manufacturing technology. The 
private sector has been slow to adopt advanced manufacturing 
technology, citing high costs and a lack of knowledge of how 
to evaluate, implement and manage the CIM as primary reasons. 
(Peat, Marwick, Main & Co., 1987) Under the RAMP concept, the 
Navy assumes the risk of system development and then freely 
Shares the technology with associated contractors, thus 
encouraging private sector industrial modernization. 

In order to efficiently operate the facility and 
effectively achieve the goals of the RAMP program, management 
will need to devise a system of performance measurements or 
indicators. Current Navy Industrial Fund (NIF) and private 
sector performance measurements generally emphasize short-term 
financial results and labor efficiency. Many of these 
traditional measurement systems may lead to poor decision 
making in an advanced manufacturing setting. (Howell, 1986) 
Some new measurement concepts have been proposed in current 


management and accounting literature, but this is a new field 


of study and many issues are unresolved. (Kaplan, 1983) Most 
researchers expect a greater emphasis on improved quality, 
lower inventory levels and more responsive customer service 
in the new performance measuring systems. (Howell, 1986 and 
Hendricks, 1988) 

While it is expected that the specific performance 
measurements will change, it is very clear that the methods 
of data gathering and compilation will be different. Most of 
the manually prepared material requisition documents and labor 
time tickets will become unnecessary in an FMS or CIM because 
the computer network that operates the automated factory will 
collect real-time data on virtually every relevant aspect of 
every job. In contrast to manual systems, this data will be 
much more accurate and timely. 

More timely reporting will be essential in the automated 
factory. Dramatic reductions in manufacturing cycle times are 
expected. Rather than waiting for monthly reports from the 
traditional accounting system, management must be able to 
monitor quality, inventory position, delivery, and system 
utilization constantly. Performance measurement must become 
a real-time function in the automated factory, and not 
continue to rely on reports of data aggregated over weeks or 


months as in the labor-based traditional factory. 


B. THESIS OBJECTIVE 

This thesis explores the goals of the RAMP program and 
reviews current writings on management control and performance 
measurement in private sector CIM/FMS organizations. A model 
is proposed which outlines several measurements to consider 
for implementation, and some general considerations for 
designing the management control system for the RAMP facility. 
The objective of the model is to ensure that the performance 
measurement function will enhance, rather than frustrate the 
program’s goals. 

Detailed descriptions of the RAMP manufacturing facility, 
operational Scenarios, and discussions of cost accounting 
issues have been presented by Gardner (1988), Bryant (1988) 
and Murphy (1988) and will not be repeated here. 

The purpose of this thesis is to investigate the types of 
information required by management in a CIM environment, 
specifically the RAMP SMP cell, for effective management 
control. That is, how can management accurately monitor and 
facilitate efficiency and effectiveness as they attempt to 
achieve the organization’s strategic goals? 

The goals of this thesis are to answer the following 
questions: 


- What information is required by management of a CIM 
factory to assess performance? 


- The goals of the RAMP program are different from those of 
a private sector, profit making facility. How will these 
differences translate into different performance 
measurement systems? 


- Once a system of measurements and controls is in place, 
how will management determine that they contribute to the 
program’s efficiency and effectiveness? 

C. SCOPE, LIMITATIONS AND ASSUMPTIONS 

The scope of the thesis is to study the performance 
measurement requirements of a prototype RAMP facility. The 
focus is on the small manufactured parts (SMP) cell and not 
on the printed wire assemblies (PWA) cell. Applicability to 
the PWA cell will not be specifically addressed, although many 
of the issues considered are expected to be the same as those 
in the SMP cell. The differences in managing the two types of 
cells may be a productive subject for additional research. 

The scope will be limited to the study of the RAMP 
facility itself, and will not directly include the interfaces 
with its prospective host site command. This thesis assumes 
that the RAMP facility is operating as a cost center within 
the host’s command structure, receives administrative and 
Support services from the host, and operates under the NIF 
accounting system, with some modifications as proposed by 
Bryant (1988), and Murphy (1988). 

The thesis identifies some possible behavioral 
implications of measurements where they may influence the 
Manager to act in a manner inconsistent with’ the 
Organization’s goals. There is a danger in any system of 


quantitative performance measurements that individuals will 


ace EC maximize only the measured attributes, to the detriment 
of the organization’s broader’ goals. (Ridgway, 1956) 
Accordingly, the possible impact of given measurements on 
managerial behavior will be explored. 

The cost accounting system is an integral part of the 
study, but the thesis does not specifically address investment 
justification of the RAMP program nor product costing issues, 
except where they affect performance measurement. These topics 
have been addressed in previous research by Gardner (1988), 
Bryane (bose) sand Murphys) 950) 

Required data for the proposed measurements is identified, 
but the specific methods of capturing and recording the data 
with RAMP’s computer local area network (LAN) are not 
addressed; that is the subject of a concurrent thesis. 


(Franklin, 1989) 


D. RESEARCH METHODOLOGY 

The research used three modes of investigation: archival 
research, interviews with selected individuals and analytical 
research. The archival research included an extensive review 
of accounting, management and manufacturing literature to 
define performance measurement as it is done in existing 
automated manufacturing environments. A computer literature 
search was used to ensure completeness. Interviews with RAMP 
program and facility managers were helpful in defining and 


clarifying program objectives. Analytical research was used 


to tailor the results of the performance measurement models 
to the specific objectives of the RAMP program and to draw 


eonclusions. 


E. THESIS ORGANIZATION 

This thesis has five chapters: 

Chapter I contains introductory and background material. 
The objective of the study and research questions are 
presented. The research methodologies used in the thesis are 
identified. 

Chapter II develops the theory of performance measurement 
in a manufacturing environment and offers an explanation of 
how an inadequate performance measurement may cause a 
manager’s behavior to diverge from the firm’s goals. Examples 
of dysfunctional performance measures are presented. The 
chapter discusses the effect of advanced manufacturing methods 
such aS automation on performance meaSurement systems. 
Finally, there is a discussion on the design and evaluation 
of control systems and performance measurements. 

Chapter III reviews three recent field studies in the 
areas of performance measurement and factory automation. 
Current measurements are identified and related to the 
discussion of theoretical matter from Chapter II. 

Chapter IV develops in more detail the RAMP program goals 
and objectives. Performance measurement systems introduced in 


Chapter II and discussed in Chapter III are adapted to this 


model of the RAMP, and evaluated for applicability and 
usefulness. 

Chapter V summarizes the research and recommends, based 
upon the analysis in Chapter IV, some managerial performance 
measurements and offers considerations for the design of the 
RAMP management control systems. The specific questions listed 
in Section B of this chapter, Thesis Objectives, are addressed 


in this chapter. Topics for further research are proposed. 
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Ii. PERFORMANCE MEASUREMENT AND THE ADVANCED 
MANUFACTURING ENVIRONMENT 

A. INTRODUCTION 

The purpose of this chapter is to explore the literature 
on how to best measure performance in an advanced 
manufacturing setting. The chapter argues that the management 
control systems and performance measurements in use influence 
the actions of the manager in achieving an organization’s 
goals. Several examples of commonly used financial 
performance measures are discussed. The chapter considers the 
effect of advanced trends in manufacturing practices, 
especially factory automation, on performance measurement and 
concludes with a discussion of some general considerations for 


the design and evaluation of performance measurement systems. 


B. BACKGROUND 


1. Definition and Purpose of Management Control and 
Performance Measurement 


Anthony et al. (1984) describe a three-level model of 
the planning and control process in organizations which will 
be useful in understanding the context in which performance 
measurement is discussed in this thesis. This section 
describes this model and uses it to develop a working 


definition of performance measurement. 


ald. 


The three levels of planning and control are strategic 
planning, management control and task control. Strategic 
planning, is the process of determining the goals of the 
Organization and broad strategies to achieve these. Management 
control is the process by which management assures that the 
Organization carries out its strategies. Task control is the 
process of asSuring that specific tasks are carried out 
effectively and efficiently. 

Strategic planning, while a continual process, 
produces output (stated goals and broad strategies) relatively 
infrequently and often at irregular intervals. It typically 
involves only staff and senior management in a long-range, 
broad-scope planning effort resulting in the policies and 
programs which define top management’s goals and competitive 
Strategies for the organization. Management control on the 
other hand, 1S an Ongoing process carried out by both senior 
management and operating line management. It takes as given 
the policies and programs from the strategic planning phase 
and seeks to implement them, uSing resources as effectively 
and efficiently as possible. 

Task control seeks to control, in great detail, 
specific work and procedures. The concept of task control 
implies a schedule of specific tasks to be carried out, and 
predetermined standards (monetary and nonmonetary) for the 


resources and time allowed for each. Variance between the 


ILZ 


standard and actual resource or time used should be measured 
femmecach activity and Corrective action taken?™Much of this 
type of control can be automated, especially in a CIM 
environment. Management control, on the other hand, aggregates 
this task data by time period and by organizational subunit. 
While both task and management control are continuous efforts, 
management control has historically tended to aggregate data 
by week, month or year. Task control on the other hand is 
virtually a real-time process. Also, Anthony et al. (1984) 
Wieeee that task control is normally performed by supervisors 
rather than managers. 

Management control is an ongoing process carried out 
by line and senior management uSing various indicators 
(generally financial accounting measures, but including some 
nonfinancial indicators as~ well) to ensure that the 
Organization’s resources are being used efficiently to 
@eeomplish its goals. (Anthony et al., 1984) It is a 
persuaSive activity in that it seeks to influence behavior. 
It has a relatively short time horizon and focuses on the 
entire organization. (Euske, 1984) 

The purpose of performance measurement is to decide 
what operational and financial data to measure, how to measure 
it, and how to gather this data for use in the management 
@ent rol process. It should®provide data to evaluate efficiency 


and effectiveness. Performance measurement supports the 
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managenent control function by providing, the» infemnataien 
needed to ensure that the organization achieves its goals. 
2. The Design of Measurements and Managerial Behavior 
a. Background 

A review of the literature revealed two 
problematic aspects of the performance measurement process. 
First, the essence of performance is difficult to capture in 
any set of quantitative measures, no matter how carefully 
constructed. (Ridgway, 1956) Second, since the organization’s 
reward structure is generally based on the performance 
measurement system, individuals attempting to advance their 
own interests will stress achievement of those attributes of 
performance on which they are evaluated and may ignore those 
attributes which have little bearing on their evaluation. 
(Kerr, 1975) This section discusses these two problems. 

b. Relation of Measurements to Organizational Goals 

Because of the difficulty in measuring abstract 
goals such as quality and productivity, surrogate measures are 
defined in order to conveniently represent the performance. 
Some specific, visible attributes of the performance are 
chosen for measurement and for management evaluation. (Euske, 
1984) The selection of appropriate surrogates to be measured 
frequently poses a problem. 

For example, if management of a firm decides that 


it should improve its market share by becoming a high quality 
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producer, it might attempt to measure improved quality by 
computing production defect rates, warranty work expenses or 
it may survey customer opinion. None of these is a direct 
Measure of the “goal. "High quality"”™ is “very difficult to 
define, let alone measure. The firm will probably set 
quantitative goals for some attributes like the examples 
mentioned above, in an attempt to monitor its success in 
achieving its goal. 

Lawler and Rhode (1976) list three considerations 
in selecting performance measures to correspond to an 
organization’s goals: completeness, objectivity and 
influence. 

Completeness means that the attributes measured 
in fact capture all the key elements of the desired 
performance. No attributes go unmeasured which, if ignored by 
management, would detract from the achievement of the firm’s 
goals. 

Objectivity means that the measure is impartial 
and cannot be manipulated. This chapter examines’ some 
accounting measures which are subject to manipulation by 
management to achieve goals. 

Influence refers to the ability of the person 
evaluated to accomplish the actions needed to change the level 
of the measure. There is no point evaluating a manager against 


a budget comprised mainly of costs arbitrarily allocated to 


ilys: 


the department or which is otherwise beyond the manager’s 
eonerol. 
c. The Divergence Between Action and Goals 

The management control system seeks to ensure that 
the firm’s policies and strategies are being carried out, 
using performance measurements as yardsticks. Further, the 
firm’s reward system is typically based on achievement of 
goals as defined by the performance measurement system. (Lee, 
1987) A manager’s compensation and chances for promotion are 
based to a large extent on how favorably the individual is 
evaluated according to the measurements used. (Lee, 1987) The 
manager therefore has a substantial personal interest in 
producing favorable measurement data. Unless the measurement 
system accurately and completely reflects the firm’s 
Strategies, the manager’s personal incentives may diverge from 
the goals of the organization, and this non-congruence of 
goals may unintentionally lead the manager to act in a manner 
that maximizes personal welfare to the detriment of the 
Organization. The agency model of organizations offers an 
explanation of how this divergence may occur. 

The agency model of organizations, in its simplest 
form, views the firm as a series of two party quasi- 
contractual relationships, between principal and agent, or 
Owner and manager, over a single, finite period of time. The 


principal supplies resources and delegates to the agent the 
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task of coordinating these in the achievement of the 
principal’s goals. Each is presumed to be motivated only by 
personal interests, and seeking to maximize personal utility 
from the firm’s activities. (Baiman, 1982) Although the 
assumptions appear to be so tightly constructed as to render 
the model impractical, Baiman demonstrates that they can be 
relaxed to allow for multi-person organizations and multiple 
time periods. This simplifies use of the model and enables it 
to be used to explain performance measurement. 

The returns or rewards to both principal and agent 
are a function of the extent to which the firm achieves its 
goals. The return to the owner is the residual increase in 
wealth to the organization. The contractual relationship 
between principal and agent defines the terms of the agent’s 
compensation function and the attributes of performance to be 
measured in determining compensation. An example of this type 
of function would be a base salary plus a bonus based on 
reported earnings per share. 

The concept of moral hazard describes how the 
owner’s and manager’s goals may diverge. Moral hazard is a 
term used in economic and behavioral literature to refer to 
the tendency of one party, pursuing personal interest, to take 
actions which alter the outcome for other parties. A common 
example iS an individual who having purchased burglary 


insurance does not bother to install door locks. Neighbors act 


ili? 


Similarly and the frequency of robberies increases causing 
insurance premiums to rise. The individual 1s eventually 
robbed and suboptimal outcomes accrue to both the individual 
and the insurer. Welfare to society would be increased if 
everyone acted "irrationally" by installing locks in spite of 
having insurance coverage. (Baumol, 1983) This phenomenon is 
used in agency theory to explain the dysfunctional behavior 
that can result when the functions that define the reward for 
principal and agent differ. The agent acts "rationally" by 
maximizing personal utility, but in doing so may sacrifice 
competitive advantage and organizational success, unless 
individual interests can be made congruent with the owner’s. 
The following paragraphs provide examples to illustrate this 
concept. 

The manager, as agent for the firm’s owners, may 
have a set of interests not entirely congruent with the 
owners’. The manager’s goals may be oriented toward maximizing 
current year operating results to increase his bonus, while 
the owner may desire maximization of the firm’s wealth and 
long-term competitive position. This divergence of interests 
will widen as the manager’s incentives come to be based on 
measures not identical with the owners’ goals. 

For example, Rappaport (1981) argues that a 
Manager’s focus has aeerelatively short time horizon, 


corresponding with the relatively short periods of time over 
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which performance is measured. This phenomenon may occur 
regardless of the stockholder’s presumed desire for long term 
wealth maximization. This is frequently alleged to lead to the 
manager’sS increaSing current reported earnings, while 
sacrificing long term competitive advantage. (Lee, 1987) 

Further, it appears that managers will pay 
attention to those aspects of performance which are measured 
by the management control system, in the belief that this will 
further their own interests. The attributes measured become 
the performance realized, because they are tied to the 
organization’s reward structure. The reward system reinforces 
those behaviors. (Euske, 1984) However, because of problems 
in defining and measuring performance, and in designing the 
control systems, the attributes measured may not correspond 
to the organization’s goals. 

For example, if increased productivity 1S an 
organizational goal and is measured (and the plant manager 
compensated) according to the ability to meet an increased 
production quota, managers may sacrifice quality, incur 
overtime costs or defer equipment maintenance in order to 
produce units of output to meet the new quota. 

The management control system therefore should 
measure those attributes of performance most likely to lead 
to accomplishment of the firm’s goals. Also, the system must 


consist of coordinated and balanced measures that complement 


Ig. 


each other and do not promote the achievement of one goal at 
the expense of others. A better measure of productivity for 
instance, might relate quantity of output to efficient use 

of inputs, and reduced scrap rates, in addition to merely 


measuring units Of OutpuE. 


C. MEASUREMENT INFORMATION SYSTEMS 
1. Introduction 
Performance measurements are often divided into two 
categories: financial and nonfinancial. The financial 
measurements are generally products of the accounting system, 
while the nonfinancial measurements are derived from formal 
operating control systems or informal methods of measurement. 
2. Financial Measurements 
Organizations specify many of their goals in terms of 
financial measures. Goals are often set for annual income, 
gross margin and return on investment (ROI). Standard cost 
systems are frequently used in manufacturing organizations, 
producing variances which are analyzed for signs of 
manufacturing efficiency. These measurements of performance 
receive extremely heavy emphasis. (Peat, Marwick, Main and 
Co., 1987) The term "bottom line" has even come into popular 
use in conversation. 
The use of financial accounting information (as 
opposed to technology driven, operational data) for management 


control seems to have originated in the United States after 


Z0 


World War I, with the rise of the large multi-divisional 
industrial firm and the need for external reporting to capital 
markets and tax authorities. (Johnson and Kaplan, 1987) Before 
then, the owner/manager of the typical single-activity firm 
could directly relate cost information to the underlying 
production process (which the manager understood well) and 
manage successfully. With the rise of large, complex multi- 
product firms, the manager grew farther away from the 
technical process and began to use accounting based 
performance measures to "manage by the numbers." 

Unfortunately, financial accounting records, while 
Satisfactory for external reporting and tax purposes, led to 
poor managerial decision making. (Cooper and Kaplan, 1988) 
Arbitrary cost allocation rules led managers to mistakenly 
change product mix to emphasize products which appeared 
profitable under the existing allocations. A fixation on the 
annual external and tax reporting cycle led to development of 
performance measurements constrained artificially to a single 
year, regardless of product life cycles. (Johnson and Kaplan, 
LOS"? ) 

The performance measurements derived from this 
financial accounting system encouraged managerial action which 
would maximize reported income, as management compensation was 
often based on current year performance in reported earnings. 


(Lee, 1987) Cost reductions and localized (individual worker 
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or machine level) efficiency improvement measurements were 
emphasized. However, maximizing reported income often involved 
sacrificing long-term competitive advantage, as is illustrated 
in the next section of this chapter. Furthermore, the 
underlying assumptions of the traditional accounting model 
(long life, design stable products and labor driven 
production) are becoming less valid as manufacturing moves to 
a more automated environment and more sophisticated products. 
(Berliner and Brimson, 1988) 

Accounting-based measurements do have the advantage 
of being comprehensive and coordinated throughout the firm. 
The monetary measures of the accounting system provide a 
standard basis for comparison of one division with another. 
Departmental costs are measured by uniform rules which allow 
them to be aggregated at the plant, divisional and corporate 
levels. Corporate earnings can, with some caution, be 
attributed to lower levels, to compare one manager with 
another. 

3. Nonfinancial Measurements 

Two frequent complaints about accounting based 
measures are that the reports are not timely and that they are 
aggregated at such a level as to provide measures that are of 
little practical use. The preceding paragraphs described how 
financial accounting data came to be used for performance 


measurement, and some of the problems arising from this use 


Ze 


Geedecounting data. Recall that this data came to be used for 
performance meaSurement aS a Surrogate for operational data 
when the firm’s organizational structures and product lines 
grew more complex. Practitioners and academicians see a need 
for a return to more emphasis on nonfinancial, or operational 
measures. (Howell et _al., 1987 and Kaplan, 1983) 

Information for nonfinancial measures comes’ from 
either formal operating control systems or from informal 
systems. Operating control systems are statistical records of 
data such as departmental output, customer service and scrap 
rates. With the availability of microcomputers and spreadsheet 
software, this information is easy to gather and analyze. Line 
managers at all levels are designing their own measurement 
systems, often quite sophisticated, based on nonfinancial, 
process-related data. The managers contend that this type of 
data is more useful than the official accounting reports in 
administering their departments; it is immediately available 
and is designed expressly for the manager’s unique needs. 

These ad-hoc systems furnish relevant, timely data but 
there are several drawbacks to their use. They are not 
necessarily comprehensive nor coordinated. The informal 
measurements designed at one level may not "roll up" to higher 
organizational levels. They use independent and often 
contradictory departmental databases. Lex May. Not. ~be 


appropriate or even possible to compare such things as scrap 
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rates or delivery performance among different departments 
because of different measurement specifications. 

The challenge seems te be to combine the 
comprehensiveness and coordination of the accounting system 
with the timeliness and relevance of the line manager’s 


operating control system. 


D. MEASURES WHICH MAY ELICIT DYSFUNCTIONAL PERFORMANCE 
1. Background 
The following paragraphs discuss several examples of 
performance measurements and how they may diverge from 
organizational goals. 
2. Return on Investment 
The most widely used financial accounting based 
measure is return on investment, or ROI. (DeCoster, Schafer 
and Ziebell, 1988) ROI is defined as profit divided by assem. 
committed, or as the product of margin on sales and assez 


Cu mMoOver: 


ROiU="Prerat “PSsales 

Sales Assets 
The best known early examples of the use of ROI as a 
managerial performance measurement were the Du Pont and 
General Motors corporations in the early twentieth Ccemiugas 
General Motors in particular used ROI to ration capital ameme 


divisions, and to assess manager’s performance and 


@esirability for promotion. Each division manager sought 
better ways to meet the ROI goal. (Johnson, 1983) More than 
eighty percent of manufacturers surveyed recently measure some 
variation on return on investment and use it as a measure of 
performance. (Howell et al., 1987) 

However, ROI as measured by most accounting systems 
may be subject to manipulation by a manager. For example, by 
postponing (or neglecting) discretionary expenditures such as 
preventive maintenance on production machinery, a manager may 
increase a given period’s accounting income, and raise ROI. 
Or, the manager may defer investment in newer, more productive 
machinery. Depreciation charges will then over time reduce the 
book value of assets. This reduces the denominator and 
increases ROI. In each case, the measurement may induce the 
manager to act in a manner inconsistent with the firm’s long 
term success. (Johnson and Kaplan, 1987) Appendix A contains 
some Simple illustrations of these manipulations. 

3. Standard Cost Systems 
a. Background 
Full, or absorption standard costing provides 
another set of widely used measures. (Howell et _al., 1987) 
Products are costed at predetermined standard amounts for 
materials, labor and overhead. The differences between these 
Standards and actual resources consumed are recorded in the 


accounts as variances. These variances, "favorable" and 
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"unfavorable", are then investigated to determine their cause 
and then are allocated to current year income and to 
inventories. (AICPA, 1953 and Usry et al., 1988) They are also 
analyzed and used as measures of manufacturing performance. 

Standard costing has its roots in the. scienpaeae 
management movement of the late nineteenth century. 
Industrial engineers developed the idea of setting formal time 
and material standards for each task in their search for the 
most efficient way to use resources in a complex process. 
(Johnson and Kaplan, 1987) Manufacturers began analyzing 
variances very early in the twentieth century to evaluate and 
control their operations, but it was not until after World War 
II that standard cost information was generally integrated 
intowthe firm’s finaneial accounts. (vonnson,) 1 oc) 

The following paragraphs briefly discuss some of 
these measures and the dysfunctional managerial response they 
may elicit. 

b. Materials Purchase Price Variance 

Materials Purchase Price variance measures the 
difference between predetermined standard prices for raw 
Materials and the actual prices the firm’s purchasing agent 
was able to negotiate. A favorable variance means that the 
agent paid less than standard price for a given item, and has 


presumably performed well. 
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However, the agent now has an incentive to ignore 
vendor quality and delivery performance in order to get the 
lowest possible price. These could be someone else’s problem. 
The agent may also increase quantities procured to qualify for 
volume discounts. These actions can lead to excessive scrap 
rates, due to the rejection and rework of substandard 
materials, and excess inventory, which must be financed, 
stored and moved around the factory, incurring needless costs. 
The lower quality material may eventually result in 
unfavorable material usage and yield variances. Ironically, 
total materials cost may be higher than ever. 

Consideration must be given to more than just 
materials purchase price. In this case, investigation of the 
variances may reveal that greater materials usage and lower 
yields more than offset the price savings. Here, measuring 
purchase price variance creates incentives for the purchasing 
agent which are inconsistent with the firm’s total cost 
Sree lency - 

c. Labor Efficiency and Rate Variances 

Labor efficiency and rate variances evaluate the 
use of direct labor in the production process. Conceptually, 
there seems to be nothing wrong with this except that direct 
labor 1s a decreasing component of total cost in today’s 
manufacturing environment. Overhead, on the other hand 1s a 


much larger (and an increasing) component of total cost. 
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Howell et al. (1987) found that direct labor accounted for 
only about 15 percent of total product cost, while overhead 
exceeded 33 percent. Focus on labor may direct management 
attention away from overhead, where more cost is incurred, and 
may cause a manager to miss opportunities to reduce non- 
essential costs. 

Also, maximizing output per worker may lead to 
over~-production and excess inventory if productive capacity 
is not balanced throughout the production process. For 
example, assume a worker can potentially process eight units 
per hour, and the next stage in production can handle only six 
units per hour and will not be expanded in the near term. In 
the short run, there is no reason to try to motivate the first 
worker to raise output beyond six units per hour. The 
additional output cannot immediately be processed and will 
begin to accumulate in front of the second stage. Performance 
measurements should direct managerial attention to these 
imbalances, so that productive resources can be allocated most 
effectively. 

d. Fixed Overhead 

The treatment of fixed overhead costs such as 
factory rent and depreciation may also pose a problem in an 
absorption cost system. Fluctuations in production and sales 
volume can in some cases affect income because of the method 


used to account for fixed costs. Using income as a performance 
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measure may be misleading in these instances. The following 
paragraphs discuss this problem. 

The firm’s annual budgeted fixed overhead cost is 
divided by a planned base level of productive activity 
(frequently direct labor hours) for that same period, to 
develop a fixed overhead application rate. Fixed overhead 
costs are then assigned to each unit produced by multiplying 
the application rate times the proportionate amount of the 
base. A higher production level results in a lower unit cost, 
Since fixed overhead costs are spread over a larger number of 
iat Ss . 

PEiOtera wom the syearn S: production 1s sold during 
the year, the unsold units (and their share of the year’s 
fixed costs) remain capitalized in ending inventory. Since 
those costs are not charged to the current year’s operations, 
net income will increase over what it would have been had the 
firm produced only what it sold. Changes in inventory levels 
must be analyzed along with net income to understand the 
performance achieved. Appendix B- contains simplified 
illustrations of these phenomena. 

Many standard cost systems contain an allowance 
for scrap either as an overhead cost item to be spread over 
all production or in the form of inflated standard materials 
quantities. If exactly the predetermined amount of waste 


occurs, the standard cost system reports no variance. This 
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procedure does not isolate the cost of the scrap and therefore 
does not focus management attention on the amount of waste. 
The result is to reinforce the notion that a certain amount 
of scrap is expected and acceptable and therefore no attempt 
to become more efficient is indicated. (Hendricks, 1988) 

4. Efficiency and Utilization Measures 

Traditional measurement systems have emphasized 

measures of direct labor efficiency or machine utilization. 
In order to maximize performance for these measures, a 
supervisor had an incentive to keep workers and machines busy, 
producing Units Of Gul putetor Invemeornw: — firms have come 
to recognize the costs of carrying inventory, their management 
has realized that it is more important to produce according 
to accurate forecasts of requirements than to pursue localized 
measures of efficiency. Holding inventory results in the 
incurrence of significant cost. Producing units to keep 
machines and workers busy, if sales cannot be similarly 
increased, results in higher inventory levels. This is 
inconsistent with the goals of inventory and cost reduction. 
E. PERFORMANCE MEASUREMENT IN THE ADVANCED MANUFACTURING 

ENVIRONMENT 

1. Introduction 

Howell and Soucy (1987) identify six major trends in 

manufacturing which they see as critical for a company to 


embrace in order to become or remain competitive: 
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- Higher quality, 

- Lower inventory, 

- Flexible flow lines, 

- Automation, 

eeeroduct line organization, and 
Seber rective use of information. 

As the titles suggest, this manufacturing "revolution" 
involves more than merely robots and computer integrated 
manufacturing, although automation is certainly a visible and 
important part of the change. Many of the changes are subtle, 
yet are perhaps more important than automation. Together, the 
trends reflect a fundamental strategic change in thinking 
about manufacturing. The advanced manufacturing firm will 
require new performance measurements that de-emphasize the 
traditional low-cost production and localized efficiency 
measures. The following sections discuss these trends and 
their impact on performance measurement. 

2. Higher Quality 

The trend to higher quality begins with a realization 
Mies high quality 1s Hot inconsistent with other 
Organizational goals. In fact, Howell and Soucy (1987) 
attribute increased attention to quality to the realization 
Piate poor Guallity may be a significant cost driver to the firm 
in terms of rework costs, warranty work, scrap, and equipment 


breakdowns. 


at 


Lundvall (1974) suggests a four-part quality Gost 
measurement model, which captures quality costs and classifies 
them as either internal failure costs, external failure costs, 
appraisal costs or prevention costs. Internal failure includes 
costs of rework, repair and loss on sale of scrap. External 
failure costs include warranty work and lost customer 
Satisfaction as measured by some surrogate. Appraisal includes 
inspection time, both manual and automated. Prevention costs 
includes training and engineering and design quality effort. 
Appendix C iS a Simplified example of a quality cost report 
based on this model. The four-part model is used in this 
section to contrast and then reconcile the traditional and the 
advanced views of quality management. 

The traditional model assumed that as the level of 
quality increases (number of defects decreases), the costs of 
failure (internal and external) will decrease and the costs 
of prevention and appraisal must increase. The model is 
represented graphically in Figure 2-1, and appears to be a 
classic cost minimization problem. 

This model implies that there is an optimum, 
acceptable quality level (AQL) which minimizes cost, and that 
it would not be rational (economical) to pursue improvement 
beyond that cost minimizing point. Many writers, particularly 
those who have studied modern Japanese firms, argue that as 


firms pursue a "zero-defects" approach, their total costs 


SY 


actually decrease, their market share increases, and their 
products command a premium price in the market (Lee, 1987). 
Many Japanese firms, they assert, have reduce defect rates to 
the point where they measure flaws in parts per million, 


rather than by per cent. 


COST 
TOTAL 
COST 
COST PREVENTION 
% COST 
FAILURE 
COST 
AQL 7. 


QUALITY LEVEL 


? 


Source: (Lundvall, 1974) 


Figure 2-1 Graphic Representation of Quality Cost Model 


The zero-defects concept appears to be inconsistent 
with the model presented above. The apparent inconsistency 
can be explained by the fact that the cost curves are static 
with respect to a given level of technology. Improvements in 
manufacturing methods should shift the cost curves down and 


to the right, implying that the pursuit of quality improvement 
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should always continue, and not become fixed on_ some 
acceptable quality level, or AQL. (Morse et al., 1987) 

This involves a fundamental shift in thinking about 
quality and the acceptance of some assumptions which are not 
intuitively obvious. Perhaps the key lies in beginning to 
think about quality effort as a value-adding activity, rather 
than a non-value added cost and activity. 

Kaplan (1983) suggests this apparent contradiction is 
a fruitful field for future empirical research. In any event, 
there appears to be agreement on the general importance of 
improved quality for economic success and on the need for 
increased emphasis on the measurement of quality. An emphasis 
on quality measurements would be appropriate in an advanced 
manufacturing environment. Measuring defect rates and quality 
cost by product line have been widely recommended. Kaplan 
further suggests that defects be analyzed qualitatively as 
well as counted, to identify and eliminate sources of the 
defects. 

Statistical Sprocess = eont rolls (Sree) are widely 
recommended as tools to isolate sources of defects and to 
determine when a process iS in control. (Deming, 1981) SPC 
involves sampling output periodically and measuring the 
variability of critical attributes (diameter, weight, etc.) 
around the designed value. The sample values are plotted on 


control charts similar Gogbagures 22 andes. 
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Source: (Adapted from Deming, 1981) 


migure 2-2 SPG@Cont rol, Chart, Process, "In, Control." 


In Figure 2-2, the process depicted is "in control." 
The variability shown is a result of common causes inherent 
in the process as designed. The upper and lower control limits 
(UCL and LCL) are generally three standard deviations above 


and below the mean (xX). 
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Source: (Adapted from Deming, 1981) 


mmaure 2-3 SPC Control Chart, Process "Out of Control." 


THIS preecess in Figure 2-3 is "outs,of control.” The 
increased variability results from some unusual cause such as 
a maladjusted machine tool or poor quality raw materials. The 


unusual cause should be corrected first, to bring the process 


ie 


into control, then the inherent variability should be 
addressed by process refinement, additional training and the 
like. 

In addition to implementing statistical process 
controls in house, Deming encourages purchasing managers to 
require vendors to submit statistical evidence of quality with 
raw materials supplied to the firm. 

Performance measures should reflect the general 
strategic importance of quality improvement. If higher quality 
is a strategic goal, the measurement system should reflect 
this fact by specifying measures which encourage managers to 
pursue higher quality. Care must be taken not to develop 
measures which penalize quality while encouraging short-term 
cost savings. 

A potential criticism of quality cost measurement is 
that the conversion of operational data such as defect rates 
and customer complaints into financial terms introduces the 
potential distortions of the accounting system into the 
process (a bolt 1s supposed to be five inches long, but was 
cut at four and fifteen/sixteenths inches, how does one assign 
a cost to that defect?) If management believes that the 
elimination of defects is a strategic necessity, then 
excessive effort to find and track defect costs is 


superfluous. 
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3. Lower Inventory 

Inspired by the success of such Japanese firms as 
Toyota, American manufacturers are coming to view inventory 
as a sign of inefficiency and waste in their processes. 
Inventory ties up working capital and causes storage and 
handling costs. New inventory management systems such as Just- 
in-Time (JIT) are being implemented to reduce inventory 
levels, and are achieving dramatic improvements in such 
measures aS inventory turns. (Lee, 1987) 

Just-in-Time is a philosophy of constant pursuit and 
elimination of waste in a process. Work is "pulled" through 
the factory; output is produced only to satisfy the immediate 
demands of the next stage of production. Smaller deliveries 
are ordered from suppliers and scheduled to arrive on the shop 
floor, literally, just in time. Practitioners urge smaller lot 
Sizes, close coordination with a limited set of reliable 
Suppliers, reduced set up times anda "make it right the first 
time" attitude in order to drive inventories, defects and 
schedule interruptions to zero. (McIlhattan, 1987) 

Kaplan (1983) cites three reasons for firms to hold 
inventory. First, the simple economic order quantity (EOQ) 
model presumes setup costs to be fixed and will specify 
production run quantities in excess of immediate needs in 
order to minimize total setup costs. Second, uncertain demand 
and poor quality raw materials cause a requirement for backup 


inventory. Finally, there is a need for buffer inventory of 
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work in process to enable the assembly line to continue when 
one or more stations have been interrupted because of poor 
scheduling, machine breakdowns or to rework substandard 
Ou PUtZ 

Traditional inventory models are based on the economic 
order quantity (EOQ) model which balances inventory holding 
costs and production setup costs in order to minimize total 
inventory costs. In the FMS environment, greater manufacturing 
flexibility and better scheduling will significantly reduce 
set up times. As setup times and costs are reduced, the EOQ 
model will specify shorter production runs, lowering the 
inventory requirement. In the extreme case, if setup were 
perfectly costless, the model would specify that no inventory 
be held at all and the EOQ would be a production lot of one. 

The inherently more consistent and reliable 
manufacturing process of the FMS and the better process 
scheduling made possible by computer integration will reduce 
uncertainty and buffering as reasons for holding inventory. 
Close coordination with vendors, small frequent deliveries 
and the improved quality discussed in the preceding section 
will reduce the need for backup inventories of raw materials 
and work in process. 

The automated factory then supports and is consistent 
with the inventory reduction and manufacturing simplification 
strategies discussed in the preceding paragraphs. To evaluate 


Success in inventory reduction, measuring inventory turnover 
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ratios is recommended. (Hendricks, 1988) These inventory 
turnover ratios, should be kept by product line, manufacturing 
cell or, by other strategic categories. (Hendricks, 1988) 
Inventory accuracy statistics may also prove valuable. 

Close tracking of vendor performance becomes 
imperative to eliminate the need for buffer inventory. 
Timeliness and quality of raw materials supplied should be 
carefully evaluated, in order to identify and terminate low 
quality, unreliable vendors. Statistical process control 
requirements should be invoked in purchase documents in order 
to document material quality. (Deming, 1981) Materials price 
variances should be de-emphasized or even ignored. (Howell et 
pale) 1987) 

4. Flexible Flow Lines 

This strategic trend involves physical reorganization 
of the factory floor. Rather than the traditional grouping of 
machines by similar function, they are arranged by natural 
process flow. An example is the flexible manufacturing cell 
where machinery iS grouped into a compact arrangement that 
minimizes the distance traveled by product from raw material 
to finished goods. The result is that product flows more 
directly through the factory. Material movements are minimized 
and simplified. Materials handling costs are reduced. Excess 
inventory levels, especially work in process, become more 


visible. 
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Since manufacturing flexibility is one of the 
principal advantages cited of FMS technology, firms should 
develop measures to record and analyze machinery set-up or 
change over times. Queueing time, or the wait between one 
process and another should be measured. These times should be 
analyzed to identify bottlenecks in the flow of production. 
Optimized production technology (OPT) seeks to balance 
production flow by removing bottlenecks, rather than by 
maximizing the utilization of individual machines and workers. 
(Hendricks, 1988) Success in this area will result directly 
in lower inventory levels and costs. 

5. Automation 

This is a relatively new and unsettled issue among 
practitioners and academicians. Clearly, automation of a 
process significantly affects the requirements for performance 
measurement, but at this time there is a lack of consensus on 
how to resolve the varied issues. Most of the literature to 
date has been descriptive in nature and has not specifically 
recommended meaSuresS except in the most general of terms. 
(Kaplan, 1983) 

Berliner and Brimson (1988) discuss several criteria 
for the automated firm’s new measures. They must be consistent 
with the organization’s goals. They should provide a link 
between the firm’s strategy and its activities. They should 
be established at the activity level and reflect those 


activities that are significant to the company. They should 
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be adaptable to changing business needs and easy to apply and 
understand. Finally, they should be cost effective and timely. 

Besides the rather intuitive considerations cited 
above, the new measures should be premised upon. and 
incorporate the changed manufacturing technology and cost 
structure of the automated factory. The following paragraphs 
discuss some of the implications of this technological change 
on performance measurement. 

Standard cost systems and variance reporting in 
general may be less important in automated environments 
because the manufacturing process can be expected to become 
more consistent and reliable. The traditional labor based cost 
allocations and variance analysis become less significant as 
the amount of direct labor decreases. Seed (1984) suggests 
using engineered machine hours in place of standard direct 
labor hours for costing and performance analysis purposes. It 
will be useful to measure actual versus planned or engineered 
time in the manufacturing cell as an indicator of system 
efficiency, and as a check on the quality of the planning and 
estimating function. 

Writers disagree on the value of the contribution 
margin and of direct (variable) costing in advanced 
manufacturing environments. Cooper and Kaplan (1988) and 
others promote activity based costing systems which, among 
other things, focus on those overhead costs traditionally 


thought of as fixed. Activity based costing recognizes that 
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"fixed" costs do vary with such things as the diversity of 
product line, the number of categories of raw materials, and 
the number of required marketing channels. This diversity, 
they argue, is where much cost (and waste) occurs. Since the 
contribution margin focuses on the variable costs (a shrinking 
portion of total cost), it can then distract management 
attention from the problem and can give inaccurate product 
Gost Antormarron. 

Howell et al., (1987) on the other hand regard the 
contribution margin as important information because they 
believe the distinction between fixed and variable costs is 
widening and, as a result, the value of uSing contribution 
margins is increasing. 

Dilts and Russell (1985) visualize a need for new type 
of variance measuring the product mix though a flexible 
manufacturing system (FMS). To achieve the greatest benefit 
from the FMS, a certain diversity of product through the 
system will maximize the use of the system as a whole. Too 
narrow a mix of product may indicate under-utilized capacity 
within the FMS, suggesting that a more fixed automation 
environment may be appropriate. A mix that is too wide may 
imply that excessive set up time is consumed. Their suggested 


formula is: 


Actual Average Utilization -1 * Contribution Maxsaam 
Standard Average Utilization 
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This will produce a negative variance whenever the production 
mix is too narrow and the system is under-utilized, and a 
positive variance when the production mix iS too great and 
excessive set up time is incurred. 

Dilts and Russell note that this variance is not a 
material mix or yield variance as conventionally defined. 
Also, they do not suggest including this variance in the 
financial accounts. 

Reymann (1988) proposed a performance measurement 
methodology for use in a CIM environment at a Naval Aviation 
Depot (NADEP). He proposed no specific measurements beyond 
those discussed in this chapter. He did, however, recommend 
combining eight or so measurements into a single "performance 
index", using perhaps a Delphi method to select’ the 
measurements and to assign weights to each. (Reymann, 1988) 
aa S seems attractive; most managers weight factors 
intuitively in any system. However, the plan is still subject 
to all the problems of completeness, objectivity and influence 
discussed in the first half of this chapter. In fact, the 
performance index may even encourage manipulation. It is 
possible to lose ten points on quality, but make up 
twenty on cost control, and come out ahead on the total index 


value. 
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6. Product Line Organization 

This trend involves focused production on a narrower 
range of products. The advantage is the ability to more 
directly identify the resources, especially those consumed in 
activities traditionally considered as overhead or indirect 
costs, and trace them to particular product lines. Howell and 
Soucy (1987) believe that more limited product lines will 
require fewer types of support resources. Further, the ability 
to more directly trace additional costs to products will 
alleviate some of the costing and profitability measurement 
problems which arise from allocations of overhead. Activity 
based costing systems can be more easily implemented to 
accurately analyze the profitability of the product mix. 

7. Effective Use of Information 

Automation of the manufacturing processes will provide 
several new sources of timely, accurate data to use in 
performance measurement. The local area network (LAN) 
communication technology upon which ties the FMS together 
collects system data for scheduling production and 
maintenance. Bar coding and automated materials handling 
systems, besides improving inventory accuracy and saving 
labor, provide a potential source of data on materials usage, 
inventory levels and the location and stage of completion of 
each job throughout the manufacturing process. This data 
should be very accurate, and easy to access. Manually 


collected data on the other hand are subject to more error and 
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Cannot meet the timeliness needs of an automated process. 
(Brimson, 1986) 

The obvious benefit is that this data will be 
available on a nearly real-time basis, and will be available 
to the accounting and management control functions as well as 
to production and planning systems. This will improve the 
accuracy of the costing function by making it feasible to 
directly trace more resources to products. It will also 
provide an ideal database for the performance measurement 
function as well. Accurate data, from a single database are 
made available to the accountant and manager at virtually no 
cost on every aspect of the manufacturing process. 

This makes it feasible for management to design 
virtually any measurement needed and have it immediately, with 
less regard for the cost of gathering data. The measurements 
can be aggregated at the plant, cell, machine or even at the 
individual job level if that level of detail is considered 
valuable. There is a potential pitfall in this, however. It 
1s possible that managers will initially be overwhelmed with 
so much data that sifting out the really critical attributes 
of performance will be a Significant problem. Managers must 
carefully select that information which they need to control 
the organization and avoid being burdened with more data than 


they can digest. 
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F. EVALUATION OF THE PERFORMANCE MEASUREMENT SYSTEM 

How can one tell if an installed system of performance 
measurements iS operating as intended? That is, does the 
system produce the measurements needed to ensure that the 
organization is achieving its strategic goals and using its 
resources efficiently? There is not a satisfactory answer in 
the literature because the process of control and performance 
measurement involves influencing the behavior of humans, and 
the multiplicity of relationships involved places the 
absolute understanding and the precise prediction of behavior 
beyond our current ability. (Euske, 1984) 

Models of management control and performance measurement 
generally describe iterative processes. Goals are set, the 
desired performance defined, attributes of the performance 
measured and evaluated. Rewards are issued and the standards 
adjusted or goals redefined to reflect changed conditions. 
The set of measurements must not remain static, because it 
can never be perfected, strategies change over time and 
because the environment in which the organization functions 
1s continually evolving. Management must continually review 
the performance measurement system to ensure that it supports, 
rather than frustrates the firm’s strategic goals. 

Product life cycles are growing shorter and technology, 
both of product and the process by which it is manufactured 
are advancing at an accelerating rate. Firms that continue to 


pursue labor efficiency when that is clearly inappropriate, 
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or that play accounting "games" to boost return on investment 
while ignoring those fundamental factors from which they 
derive competitive advantage may not survive the 1990s. (Lee, 


oC? ) 
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IIIT. A REVIEW OF THREE RECENT FIELD STUDIES 
OF PERFORMANCE MEASUREMENT 
A. INTRODUCTION 
This chapter reviews three recent studies of automation 
and performance measurement systems used in American 
manufacturing firms. Attitudes of management toward the 


measurements, and current trends are discussed. 


B. BACKGROUND 

The three studies were conducted to gather information on 
the current state of factory automation, cost accounting 
practices, capital investment justification and performance 
measurement techniques in the American manufacturing sector. 
This chapter has two goals. First, it seeks to determine the 
Similarity of the firms under study to a RAMP facility. 
Second, it considers the finding with regard to performance 
measurement. 

The earliest of the surveys, by Howell, Brown, Soucy and 
Seed, was performed in the spring of 1986 under the joint 
sponsorship of the National Association of Accountants (NAA) 
and Computer Aided Manufacturing-International (CAM= iti 
(Howell et al., 1987) It is the most comprehensive and 
detailed of the three. The findings were based on 350 
responses from manufacturers of variouS sizeS in various 


geographic areas. In addition to the survey, the team 
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conducted on-site interviews at selected manufacturer’s 
plants. For brevity, this chapter refers to this study as the 
NAA survey. 

The second study was performed in late 1986 by Peat, 
Marwick, Main and Company. It consisted of a survey of 200 
manufacturing executives in the northeastern United States. 
The findings discussed in this chapter were published in a 
summary booklet. (Peat, Marwick, Main and Co., 1987) This is 
referred to as the Peat Marwick survey. 

The most recent study was conducted in the spring of 1988 
by Hendricks, and was based on responses from 85 controllers 
of Fortune 500 manufacturers (Hendricks, 1988) andis referred 
to as the Hendricks survey. 

Appendix D presents a tabular summary of the relevant 


findings of each survey. 


C. LEVELS OF AUTOMATION 

Chapter IV considers the findings in light of the 
theoretical discussion in Chapter II, and the RAMP program’s 
goals. In order to consider the potential applicability to 
RAMP of these findings a comparison will be made between the 
firms under study and the RAMP SMP facility. Chapter II argued 
that different management control concepts and methods of 
performance measSurementS are necessary in an automated 
factory. Any measurements of performance that RAMP adopts 


should have proven themselves effective in an environment 
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Similar to RAMP, or at least be reasonably likely to be 
effective in this environment. 

All three surveys contained questions as to the types of 
automation in place at the respondents’ plants, and reported 
the frequency of affirmative replies for each type of 
automated function. Because of variations in wording, it was 
not possible to compare directly the frequency of automation 
of each function in each survey to validate the results or to 
establish that a trend existed between the earlier and later 
studies. 

It appears initially that the frequency of automation of 
the functions discussed did increase between the 1986 (NAA and 
Peat Marwick) surveys and the 1988 (Hendricks) survey. A 
composite (weighted average) of responses of the 1986 surveys 
was compared with the 1988 survey for functions where 
meaningful comparisons were possible: 

EAB EE > 1 


REPORTED LEVELS OF AUTOMATION 





gis bavetentose W986 1988 
CAD/CAE 91% 98% 
Automated Stowage/Retrieval 29% 64% 
Computer Aided Inspection 29% 60% 
Flexible Mfg Systems 12% 31% 
Computer Integrated Mfg 16% Lie 


Source: (Howell et al. , 1986; Peat, Marwick, Main and 
Cospe roses] Hendeavehrs-aeicc) 


Part of the apparent increase may be explained by the fact 


that the Hendricks survey was mailed to only large (Fortune 
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500) manufacturers, while the earlier surveys, as Appendix D 
shows, were sent to manufacturers of various sizes, including 
some small firms. It may be that the larger firms have 
Superior access to capital markets, have more sophisticated 
investment analysis techniques or can better afford the risk 
of investing in the new technology. Further, the firms 
selected for the Hendricks survey came from industry groups 
considered likely by the researcher to have factory automation 
installed. For these reasons, it 1s not possible to 
unequivocally conclude from these data that the levels of 
automation in industry have increased over the period between 
the studies. 

Table 3-1 does show that the percentage of firms reporting 
"stand alone" automation of various functions is quite high 
relative to the percentage of firms that have taken the next 
step to more integrated types of automation such as CIM and 
FMS. Hendricks suggests that they may be carefully evolvaeing: 
the benefits of stand alone automation before making the 
substantially more heavy investment in CIM. Berliner and 
Brimson (1988) suggest that capital investment analysis 
techniques which do not quantify the intangible benefits of 
automation may be understating the value of integrated 
manufacturing systems, and therefore making them appear to be 
less attractive investments. This would deter a firm from 


investing in CIM. 
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The firms studied, particularly those in the Hendricks 
survey, have automated several stand-alone functions (islands 
of automation), but have not moved heavily into the more 
integrated systems of automated manufacturing. As RAMP will 
be more fully automated and computer integrated than the 
typical firm studied, it would not be prudent to presume that 
whatever works for these firms will be applicable to RAMP. 
There is enough experience in the private sector, however, to 
begin planning RAMP’s system by examining what these firms 


consider valuable. 


Ds PERFORMANCE MEASURES USED IN THE PRIVATE SECTOR 
1. Introduction 

This section discusses the performance measurements 
used in the firms discussed above. In most cases, data from 
two surveys 1s cited and compared to validate the findings. 

The Hendricks survey provided only data on the 
frequency of use of various measures and concentrated on 
Operational measures. The NAA study segregated the responses 
for each measure into three categories: always used, often 
used and occasionally used. It provided extensive data on 
financial as well as operational measures. The data 
summarized in Appendix D represent the sum of the percentages 
who responded "always used" or "often used" for each measure. 
Neither of these two studies, however, provided any data on 


relative weights attached to each measure. For example, 
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neither survey indicated whether firms emphasize return on 
investment more than sales growth. 
2. Sources of Data for Measurement 

With few exceptions, the source data for the financial 
measurements came from the accounting systems and the data for 
the nonfinancial measurements came from the operating control 
system or were measured informally. (Howell et _al., 1987) 
Exceptions to this generalization are noted in the discussion 
in Sections 3 and 4 below. 

The use ope financial accounting systems BOI 
performance measurement was discussed in detail in Chapter II. 

Howell (1987) describes the operating control system 
for this purpose, as a system of departmental statistical 
records to assess manufacturing performance, customer service 
and departmental performance. He further notes that informal 
measurements are not necessarily undisciplined, Cie ming 
scheduled program and forecast reviews as xamples of 
structured but informal measurements. 

3. Financial Measurements 

This section draws on the NAA study and the comments 
in the Peat Marwick study. 

As suggested by the discussion in Chapter II, the 
firms studied made extensive use of measurements drawn from 
the financial accounting records. The majority of the 
executives surveyed in the Peat Marwick study indicated that 


they evaluate performance by first looking at the financial 
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results for the total business, then at the resultamee. 
individual plant locations. Their emphasis on financial 
measurement of performance is consistent with the short term, 
income oriented view of performance discussed in Chapter II. 

The financial measurements in use were almost 
exclusively oriented toward income statement data and 
accounts. Sales and sales growth (used by 89 and 82 percent 
of respondents) were the two most prevalent indicators, 
followed by cash flow (73 percent), and several variations of 
profitability measures (68 to 76 percent.) Several rate of 
return measures were reported, with frequencies of 47 to 62 
percent. This seems inconsistent with the popular conception 
that return on investment (ROI) is the single most often used 
measure. (DeCoster, Schafer and Ziebell, 1988) Perhaps the 
several variations of the wording of the questionnaire choices 
split the responses and may account for the lower than 
expected response rates for return on investment. Contribution 
margin was used as a performance measure by 59 percent of the 
firms surveyed. That there is no consensus on the use of 
contribution margin iS consistent with the conflie@aa, 
opinions on the merit of variable costing in the advanced 
manufacturing environment discussed in Chapter II. 

4. Nonfinancial Measures 
As suggested in Chapter II, various nonfinancial 


measures are used to complement, and overcome the deficiencies 
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of accounting based measures of performance. This section 
draws on data from the Hendricks and NAA studies. 

Quality oriented measures were most frequently cited. 
Nearly everyone surveyed (91 percent) formally tracked quality 
as part of the performance measurement system. Only seven 
percent used the management accounting system to assist in 
quality management. The rest used a nonfinancial operating 
control system or informal measures of quality. Few prepared 
formal quality cost reports similar to the four-part model 
discussed in Chapter II and illustrated in Appendix C. Howell 
Suggests that a report of this type would represent a 
Significant opportunity for accounting data to provide 
additional, useful data to complement the operating control 
system. Of those surveyed by the NAA, 36 percent felt that 
additional quality information would be useful. 

Inventory levels and inventory turnover were measured 
formally by approximately 75 percent of the firms in both 
Studies, and were the second most frequently measured area 
after quality. This finding seems reasonable given the 
Significant potential gains to be achieved through, and the 
trend toward inventory reduction. This area 1S measured 
primarily with data from the management accounting system. As 
inventory reduction is one of the more significant benefits 
of automation (Bennett et al., 1987), it is consistent that 


measurements of this nature be given emphasis. 
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One factor noted by Howell which has historically 
limited the usefulness of inventory measures based on 
accounting systems is that they have been generally limited 
in detail. That is, the turnover ratios are aggregated at such 
high organizational or commodity levels that they are not 
useful in pinpointing specific problems. Inventory turnover 
rate and level information becomes more useful as it is broken 
down by product line, production process and material type. 
Given advances in information technology, Howell notes that 
this is a likely area for the accounting system to provide 
more useful analyses by isolating slow moving categories of 
inventory for management attention. 

Labor productivity measures were the third most 
frequently used item in both surveys (Hendricks 73 percent, 
NAA 76 percent.) This occurs despite the fact that both showed 
labor to be by far the least Significant element of total 
product cost (Hendricks thirteen percent, NAA fifteen 
percent). There does not appear to be anything intrinsically 
wrong with measuring labor productivity in an automated 
environment. Since fifteen percent of total production cost 
is still a substantial expenditure, direct labor still needs 
to be managed efficiently. A firm should not be too eager to 
disregard labor costs as irrelevant unless direct labor is 
truly an insignificant cost or does not pace the production 


process, aS in a true CIM setting. 
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However, labor productivity 1s a less relevant and 
useful measure than some others, and it may distract attention 
away from the analysis of overhead, which is a much larger and 
faster growing element of cost. Hendricks notes a trend away 
from labor based cost allocation and performance measurement. 
Thirteen percent of his respondents indicated that they had 
recently discontinued this measurement. 

Delivery performance to customers was measured by a 
majority of firms in both studies (Hendricks 55 percent, NAA 
75 percent). This data is collected almost exclusively via the 
operating control system or by informal means. Hendricks 
suggests that even more key characteristics related to 
delivery be formally measured, because of their potentially 
large impact on revenue. For the firm to compete, it must be 
responsive to the factors its customers value most. An 
emphasis on delivery may become more important as more of the 
Geom s Customers adopt Just-in Time practices. 

Slightly more than half of the firms reported that 
they formally measured materials yield (Hendricks 61 percent, 
NAA 55 percent). Most of those meaSures were output of the 
management accounting system, reflecting wide use of standard 
cost systems. As many standard cost systems contain an 
allowance fOr scrap built into the standards, the 
interpretation of materials usage and yield variances may be 
difficult. Howell (1987) notes that a zero materials variance 


does not imply that there is no waste of materials, but that 
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a predetermined, "tolerable" amount of material is being 
wasted. As direct material is the most significant element of 
cost, even in the capital intensive settings studied, 
Hendricks observes with some concern that this area is less 
often measured than even labor efficiency. 

Approximately half of the firms in both studies 
measured equipment productivity. The data for this purpose 
comes largely from operating control systems and informal 
measures. Both Surveys noted the importance of measures of 
equipment utilization rates and downtime because of the large 
investment in automated equipment. 

Manufacturing flexibility was measured by less than 
half of the firms in both studies (Hendricks 47 percent, NAA 
39 percent). The data for these measures were gathered about 
equally often from the management accounting system, the 
operating control system and from informal measurement 
systems. Hendricks notes that flexibility is formally measured 
most often in firms with an FMS or CIM. This seems to support 
the notion that flexibility is one of the primary strategic 
advantages to automation, hence those firms pay closer 
attention to flexibility than the firms with only isolated 
functions automated. Neither study elaborated on how these 
firms actually measured flexibility. 

Of the firms surveyed, 82 percent used the same system 
of performance measurements for their automated and their non- 


automated functions. No different methods were used in spite 
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Meet ne different manufacturing process and cost structure. 
Some possible explanations for this are considered in the next 


section. 


E. DISSATISFACTION AND DESIRED IMPROVEMENTS 

Both the Peat Marwick and the NAA studies reveal that 
users generally feel that the performance measurement systems 
need improvement, but that obstacles to change exist. The NAA 
study found that 69 percent of those who used performance 
measurement statistics were either dissatisfied with their 
system, or felt that it needed major improvement, suggesting 
a clear need to re-evaluate measurement systems. Most of the 
desired improvements were in matters of emphasis of one 
measure over another, rather than any need for new types of 
measures. 

Certain areas for possible improvement of the performance 
measurement systems were suggested and the respondents were 
asked to indicate whether or not they change would be 
desirable. The most frequently cited specific improvements 
needed were in the areas of increased emphasis on variance 
analysis (48 percent), responsibility accounting (47 percent) 
and exception reporting (44 percent), all features of classic 
Standard cost systems. This does not seem consistent with 
current writings which suggest that standard cost systems will 
become less important in advanced manufacturing environments. 


(Howell, 1987) 
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Thirty seven percent cited a need for a longer-term focus 
in measuring and evaluating performance. This reflects some 
level of concern over the problem of short run orientation 
widely cited for declining American competitiveness. (Lee, 
1987) 

Twenty eight percent desired a simpler measurement system 
that focuses on key results. Other frequently cited 


improvements included productivity measurement (39 percent), 


inventory cost measurement (37 percent), quality cost 
measurement (36 percent) and capacity utilization (27 
percent). 


Significantly, while there is widespread perception of a 
need for change, none of the suggested improvements received 
a fifty percent desirability rating; most were rated desirable 
by less than half of those surveyed. This may suggest that 
while industry acknowledges that a problem exists, there is 
general confusion over how to measure performance in an 
advanced manufacturing environment. This perhaps reflects the 
general lack of understanding of the problem discussed in the 
next several paragraphs. 

Several obstacles to change were noted. Most significant 
was the emphasis on short term financial results and a 
management compensation system which reinforces and rewards 
this emphasis. Habit and lack of understanding of options were 


also cited by significant percentages. 
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Howell notes in the NAA study that lack of understanding 
Memprobably a much more significant source of reluctance to 
Change than the survey revealed. He concludes that the 
manufacturing sector is clinging to obsolete management 
accounting systems which are not keeping pace with its modern 
factory methods. The continued extensive use of single 
Gvyemhead rates, inappropriate application bases, excessive 
Gee@us Om labor analysis and short-term cost savings are cited 
as examples of this. Recall that fewer than one firm in five 
modified its performance measurements to account for automated 


fPeeemetion activities. 


) SUMMARY 

The surveys describe current performance measurement 
practices in American industry. The measurements are, for the 
ieee part, traditional ones that emphasize short-term 
financial performance, and that would be appropriate in a 
labor intensive environment. Some firms are attempting to 
develop new ways to measure performance, appropriate for an 
aememced manufacturing setting, but those firms are in the 
minority. There is general agreement that measurements need 
substantial improvement, but no consensus in industry of how 
to change the system. Finally, the surveys indicate that the 
main obstacles to improved performance measurements are the 
existing reward and compensation systems and a lack of 


understanding of the options available and their implications. 


The findings support the assertion in Chapter II that models 
of management control systems and performance measurement for 
the advanced manufacturing firm are still evolving. There is 
not a wide base of private sector experience to draw upon in 
the design of control systems for the prototype RAMP facility. 
RAMP technology 1s state-of-the-art manufacturing and will 
require the development of performance measurements suited to 


its unique role as a CIM manufacturer within the Navy. 
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IV. PERFORMANCE MEASUREMENTS FOR 
THE RAMP SMP CELL 
A. INTRODUCTION 
The purpose of this chapter is to specify the goals and 
objectives of the RAMP program, develop critical success 
factors for these goals and suggest appropriate performance 
measurements for the RAMP facility which will facilitate the 


achievement of these goals. 


B. BACKGROUND 

Chapter II presented two themes. The first is that 
performance measurements should be carefully designed to 
Support the organization’s goals and objectives. Secondly, 
advanced manufacturing technologies require different types 
of performance meaSurements from those used in traditional, 
labor-intensive settings. A greater emphasis on operational, 
nonfinancial measurements iS appropriate. In Chapter III, it 
was established that there 1S no consensus on performance 
measurement techniques for advanced manufacturing technology 
in the private sector. Most firms employing FMS or CIM uSe 
Similar performance measurements in the automated and 
nonautomated sections of their organization. Instead of 
adapting a proven control and measurement system from the 
private sector, the Navy will be required to design much of 


RAMP’s management system. 
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This challenge was not unexpected. In fact, one of the 
program’s goals is to develop advanced manufacturing systems 
and transfer the technology and “lessons learned" to the 
private sector, strengthening the American industrial base. 
(NAVSUP, 1989) Fleet support problems traceable to outdated 
and unresponsive American manufacturing facilities were the 
impetus for the RAMP program. (Lotz, 1987) 

RAMP means several things. In the broadest sense, RAMP is 
a twenty year program to integrate digital logistics technical 
data and advanced manufacturing technology into the entire 
Navy logistics network and to strengthen America’s industrial 
base by sharing these proven technologies with the private 
sector. More narrowly defined, RAMP rs a flexible 
manufacturing cell which produces mechanical parts or printed 
wire assemblies while operating as a cost center within a host 
Navy Industrial Fund (NIF) activity. This chapter discusses 
the broader RAMP program strategic goals with activity level 
objectives being developed from these program goals. Finally, 
recommended performance measurements for the facility are 
presented. 

The success of the program rests on the effective and cost 
efficient operation of the individual cells. Management must 
demonstrate the value of RAMP technology in the Test and 
Integration Facility and the prototype cells before full scale 
implementation and the dissemination of the technology to 


private industry. Well designed performance measurements will 
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facilitate this process by documenting successes, rewarding 
effective performance and drawing management attention to 


areas where improvement is required. 


C. RAMP GOALS AND OBJECTIVES 
1. Ramp Program Critical Success Factors 
The RAMP program’s broad goals of cost and leadtime 

reduction, high quality and a stronger national industrial 
base are articulated in seven critical success factors: 

- Standardize digital data packages and communications, 

- Successful demonstrations, 

- Cost/benefit justification, 

- Integration into supply system, 

- Optimization of supply response time, 

- Integration into weapon system acquisition, and 


- Transfer of technology to the private sector. 
(NAVSUP, 1989) 


The first critical success factor is being addressed 
by RAMP support of the Product Data Exchange Specification 
(PDES). PDES iS a nonproprietary specification intended to be 
interpreted directly by advanced application programs such as 
CAD systems and the RAMP operating software. PDES 1s being 
developed by a consortium of private sector firms and 
government activities, chaired by the National Institute of 
Standards and Technology (formerly the National Bureau of 
Standards). Eventually, PDES will be the language used to 


procure parts technical data from suppliers and used within 
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the RAMP facility and for engineering, planning, scheduling 
and manufacturing. (Interview-B) 

Successful demonstrations of the entire process, 
including PDES data communication, and cost/benefit 
justification using data from the prototype cells will 
quantify the cost savings of RAMP technology and gather 
support from other Department of Defense agencies and from 
industry. As discussed earlier, American industry has been 
slow to adopt integrated manufacturing technology in part 
because its benefits are poorly understood. These two critical 
success factors are closely related to the seventh, which is 
to transfer the technology to the private sector, in order to 
improve fleet support via a strengthened American industrial 
sector. It has always been the Navy’s intent to rely on the 
private sector for vast majority of its spare parts 
requirements. (NAVSUP, 1989) 

The full benefits of the program cannot be realized 
until RAMP is integrated into the Navy supply system. 
Effective software must be developed to permit the interface 
of RAMP’s computer network with the appropriate Inventory 
Control Point’s (ICP) computer systems. This integration will 
lead to the anticipated reductions in procurement leadtimes. 
Once leadtimes are reduced and communications networks 
established, supply response time (an important measure of 
supply system effectiveness) is optimized. Shorter leadtimes 


also allow the supply system to safely operate with smaller 
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levels of insurance and safety stock items, thus realizing 
Saving of Navy Stock Fund dollars. 

Dag@viral= parts “tecnnurecal ‘ddta wis =not currently a 
contractual requirement in most weapons systems acquisitions. 
(Interview-B) Consequently, most repair parts are not 
Supported by data that can be readily used in the RAMP system, 
and the maximum benefits of the RAMP program will not be 
achieved. To obtain digital parts data for RAMP use, the Navy 
will initially select limited sets of candidates and "reverse 
engineer" them to provide the data. As PDES data becomes more 
universally available and equipment standardization efforts 
continue, RAMP technology will be support a larger portion of 
the Navy’s requirement for parts. 

2. Ramp Facility Goals and Objectives 
a. General 

Many organizations are involved in the RAMP 
program, Dreviding policy guidance and system-wide 
integration, but success rests on the ability of a RAMP 
afermlaty to manufacture high-quality parts with shorter 
leadtimes and at significant cost savings over conventional 
procurement. If the RAMP facilities cannot demonstrate this 
ability to Department of Defense management and to industry, 
then the program will not receive adequate support to survive. 

The objectives at the facility level should 
therefore consider demonstration and justification and be 


consistent with the program’s goals. Recall that the prototype 
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RAMP cells are research and development efforts to refine and 
demonstrate technology. Even if the facility 1S not profitable 
initially, it can still be effective in achieving its program 
Support goals. In the following paragraphs, the author 
proposes some goals for the RAMP facility, keyed to the 
strategic goals of the RAMP program. Some objectives are 
admittedly vague, and not all of them are easily measurable, 
but they represent the facility’s contribution to the 
Strategic success of the program. 


b. Standardize Digital Data Packages and 
Communications 


The facilities should utilize their CAD capability 
to participate in the reverse engineering process in the 
conversion of drawings and paper parts specifications to 
digital format, accurately and at minimum cost. The facilities 
Should be able to communicate accurately with inventory 
CONELrO! pole cm CLeE sia 

c. Successful Demonstrations 

The facilities should demonstrate the ability to 
operate using PDES and to achieve the anticipated reductions 
in average production leadtimes. This must be done while 
achieving specified quality levels and cost savings over 
conventional procurement methods. The ability to operate 
while holding minimal inventories (Just-in-Time) should be 


demonstrated. The ability to assure quality through process 
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controls and automated inspection while minimizing manual 
inspection should be demonstrated. 

Navy Industrial Fund activities are expected to 
break even financially. (NAVCOMPT, undated) This thesis 
presumes that RAMP SMP cell will attempt to operate at this 
break-even level. The RAMP facilities should be able to set 
prices so as to achieve cost savings and should manage costs 
sO as to break even at this price level. 

d. Cost/Benefit Justification 

The facilities should support the RAMP effort to 
Bevelop cost justification and accounting models for CIM 
within the NIF environment. Gardner (1988), Bryant (1988) and 
Murphy (1988) presented detailed discussion of these issues. 
They should support the RAMP effort to build a model to 
quantify the benefits oof CIM, MieciniGdang:, “qiality. “ade 
meer oility. 

e. Integrate into Supply System 

The facility should, through demonstrations, prove 
itself able to communicate with ICPs by responding to 
electronic invitations for bid, and requests for supply 
Status. 

f. Optimize Supply Response Time 

The facility should establish leadtime goals for 
each homogenous family of parts to be manufactured. Goals 
should be set by part family for each critical phase of 


production, such as procurement administrative, manufacturing 
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administrative and manufacturing leadtimes. These terms are 
defined in Section D of this chapter. 
g. Technology !rancrer 

The facility should effectively document its 
experience and "lessons learned" and disseminate this 
knowledge to other RAMP sites, program management, ICPs and 
others as appropriate. They should be key participants in 
technology transfer symposia. This technology development and 
transfer role does not apply to the firms studied in Chapters 
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D. RAMP FACILITY PERFORMANCE MEASURES 
1. Background 

This section develops performance measurements or 
indicators to gauge the level of success in meeting the 
facility level objectives presented in the previous section. 
As discussed in Chapter III, there is limited private sector 
experience on performance measurement in an advanced 
manufacturing environment, and the RAMP objectives developed 
above differ somewhat from a private sector manufacturer. 
While many of the specific measurements proposed in this 
section are drawn from the current literature, they must be 
adapted carefully to the context of the RAMP program. 

For the purpose of organizing this thesis, the 
measurements have been grouped into five broad performance 


areas: delivery performance, cost and processing performance, 
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quality performance, materials management performance, and 
program support performance. Appendix E summarizes’ the 
recommended measures in tabular form. 
2. Delivery Performance 

Improvement of fleet support through reduced lead 
times is RAMP’s ultimate goal. (NAVSUP, 1989) The demonstrated 
ability to deliver requested parts on time is thus critical 
to RAMP. Figure 4-1 illustrates the program’s anticipated 
average time savings over traditional procurement methods, 


based on RAMP time goals stated by NAVSUP. 


. Seem tocalevele: Tine = _ <=. 


Procurement Manufacturing Manufacturing 
Administrative Administrative Leadtime 
Leadtime Leadtime 
Traditional 150 days 189 days 59 days 
Manufacturing 
Manufacturing 


Source: (Adapted from NAVSUP, 1989) 


Figure 4-1 Anticipated Leadtime Savings With RAMP 


A brief definition of the terms in Figure 4-1 is 
necessary to understand the measurements proposed. Total cycle 
time (TCT) is the total time from the date RAMP receives an 
@ivattation for bid (IFB) from an inventory control point (ICP) 


until the date the part is ready for shipment to the customer. 


Since the actual shipment of the part is anticipated to be the 
responsibility of the host’s supply department, the time 
between completion of the part and its shipment is not under 
the control of the RAMP manager, and should not be part of the 
manager’s evaluation. 

Total cycle time is divided into three stages. 
Procurement administration leadtime (PALT) is the time from 
the date the RAMP facility receives an IFB until the ICP 
awards a contract. Notice that PALT includes the time required 
by the ICP to evaluate bids and make a contract award. The 
only part of PALT for which the facility is accountable ends 
with bid submission to the ICP and it is this period to which 
the three day standard applies. That is, the facility has 
three days to turn around an IFB. 

Manufacturing administrative leadtime (MALT) begins 
with contract receipt and ends with the issue of the shop 
order to begin fabrication. It encompasses such actions as 
material procurement, shop scheduling and numerically 
controlled (N/C) machine programming. 

Fabrication, or manufacturing lead time (MLT) begins 
With the issue of the shop order and ends with turnover of the 
part for packaging and shipment. It includes the manufacturing 
and Lesting selgeelens. 

The time goals in Figure 4-1 for each phase are broad 
averages for the RAMP program. The specific parts manufactured 


will take significantly more or less than the average time 
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depending on raw material requirements, the number of 
machining steps, the complexity of the manufacturing process 
and any unique quality control requirements. Plant-wide 
average times will fluctuate from month to month depending on 
the product mix during the month. In order to provide 
measurements more useful to management, parts should be 
grouped into several homogenous families and time standards 
established and measured for each phase, by part family. These 
will prove more useful than plant-wide averages. 

The facility should measure, by family, average total 
cycle time and res three components: procurement 
administrative leadtime, manufacturing administrative leadtime 
and manufacturing leadtime, and compare these with family 
standards. For example, an average total cycle time for part 


family group could be computed as follows: 


Average TCT = Sum of Individual Job Cycle Times 
# Jobs for Period 


Separate line graphs clearly showing the standard and 
actual time taken for total cycle time and its three 
components for each family in each evaluation period would 
be a clear, straightforward means of illustrating this 
performance. Monthly reports should be appropriate initially. 
Averaging over a shorter period may exaggerate the effects of 


short term fluctuations while a longer periodicity would 
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smooth these fluctuations but would be slow to indicate the 
trends which require management attention. 

In addition to these averages, management will need 
to track individual jobs which are overdue for shipment or 
delayed at some point in the process listed by age and by 
customer requisition priority, along with the reason for each 
delay. Management will also want status on high priority jobs 
such as jobs for fleet casualties (CASREPS) in process (a “Hot 
Sheet") to ensure they are being given appropriate attention. 
This report of late and critical jobs should be produced 
daily. 

In order to evaluate the facility’s performance, 
program management should establish criteria for delays beyond 
the control of the facility, and should segregate these delays 
from the delivery performance computations. For example, jobs 
delayed because incomplete or inadequate parts specifications 
were furnished or because of defects in the PDES data should 
be coded in the RAMP database so these delays, which are not 
controllable by RAMP, do not count toward the average 
computations. They should of course be included on the overdue 
lists with the appropriate reasons noted. 

The data for these measures should be available from 
the RAMP order manager data system. The system will record 
information on the status of each job order (1.e., completed, 
current stage of production or delayed with reason for delay). 


Further, a record of the dates each of the jobs was in 
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process eT each stage (procurement administration, 
manufacturing administration or fabrication) is required in 
order to calculate average times. 

One potential problem is that unusually small or large 
values will skew the averages in a small population. For 
example, a small number of jobs delayed because of material 
unavailability could skew the average manufacturing 
administrative leadtime to the right and raise the period’s 
average above the standard value for that family of part. To 
recognize this phenomenon, the system should identify in an 
exception report each month those jobs significantly above or 
below the average time, using statistical technigues. To do 
this, average times and standard deviations would be 
calculated by part family for each evaluation period. 
Management could use exception reporting to isolate those jobs 
that take greater or less than an established standard (e.g., 
two standard deviations from the average). This would give 
management an indication that a very large or very small value 
may be skewing the average. This report may also indirectly 
highlight problems such as material procurement delays for 
management attention. 

Another problem concerns the exception reports on 
critical and overdue jobs. The criteria for a critical job 
must be carefully controlled to prevent an unmanageable 
number of items from becoming “hot." These criteria will be 


somewhat arbitrary initially. For example critical jobs could 
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be tamiteed to only severe CASREPs. Once the system’s operating 
procedures and protocols are optimized, the system will work 
best with minimal human disruption. In a well-run CIM 
environment, expediting will have less effect than in a 
traditional setting, and will cause greater disruption to the 
rest of the system, slowing average cycle time. The number of 
expedite, or intervention actions should be tracked and 
minimized, to allow the system to use its rule base to 
schedule production in the sequence it determines will 
minimize total production time. 

These measurements are simple and straightforward. 
There is nothing complicated in their computation or analysis. 
Yet, they are probably the single most important set of 
indicators to be proposed in the thesis, as improved average 
leadtime is the most important goal of RAMP. (Interview-B) 
Particularly important are the anticipated savings in 
administrative leadtimes. (Interview-A) The quality of the 
data and the ability to write the numerically controlled (N/C) 
machine programming are critical to the greatest portion of 
the leadtime saving which the RAMP program offers. 

3. Cost/Processing Performance 

To evaluate cost and processing performance, an 
appropriate cost accounting system must be established which 
will accurately measure the resources consumed in the 
production of a product. Bryant (1988) and Murphy (i322) 


discussed this issue in some depth and suggested that indirect 
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costs be allocated over several bases. Time in the FMS is an 
appropriate allocation base for some costsS such as 
administrative and security costs, and the others should be 
allocated over a basis which resembles the underlying cost- 
driver, aS in an activity based system. There seems to be 
overwhelming agreement that direct labor based allocation 
systems produce inaccurate cost data in an automated 
manufacturing environment (Cooper and Kaplan, Ee os 
Meaningful cost management is impossible if accounting 
systematically distorts product costs. If inaccurate cost 
information is used, pricing will be distorted. The ability 
to demonstrate savings is suspect without accurate cost and 
Peeing data. 

As discussed earlier in this chapter, the greatest 
portion of RAMP’s anticipated leadtime savings will accrue due 
to the availability of high quality PDES data on parts to be 
manufactured, and the ability to import this data directly 
into RAMP’s computer systems. It 1s anticipated that, over 
time, the RAMP SMP cell will accumulate and perfect more and 
more manufacturing "rules" and procedures in its database. 
(Interview-A) The system will eventually be able to identify 
material requirements and perform the design and N/C 
programming for routine parts with no costly or time consuming 
manual iheervent ion, thus achieving the Savings in 
administrative leadtime. More complex parts will require the 


manufacturing engineer to intervene more frequently in the 
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process to write machine coding for unique features of complex 
parts. This inhibits the speed of the computer based process, 
adds cost and leadtime and possibly compromises the integrity 
of the designed-in quality control features of the RAMP 
system. The percentage of parts that go through the 
engineering process without this manual intervention should 
be measured. The higher this percentage, the higher will be 
the benefit realized from the computer integration. It is also 
useful in explaining the facility’s costs and leadtimes, since 
manual intervention is expected to slow the system and to 
drive up engineering costs. This will initially be a low 
percentage which should grow over time. 

This measure should be used with some caution because 
the complexity of the mix of products will determine the 
amount of manual intervention, but this product mix is not 
under the control of the RAMP cell manager. To that extent, 
the measure may also give an indication of whether the cell 
1s being tasked to produce an appropriate mix of parts. 

A weekly summary showing this percentage along with 
exception listings of the job numbers, reasons and total hours 
required for manual intervention would allow management to 
quickly spot trends and identify types of parts which may be 
too complex for the existing RAMP technology. Management would 
then be able to identify required enhancements. 

Some of the features of a standard costing system will 


be useful in the RAMP setting. For example, it would be 
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desirable to measure and record for each job order number the 
actual time spent in the FMS and compare this time with 
engineering estimates of fabrication time for the part. The 
fabrication time for all jobs in a period would be summed and 
compared with the total estimated time for the same jobs. This 
could provide data for investigation to determine whether the 
FMS is physically operating at designed velocity, whether the 
engineering estimation process is inaccurate or whether some 
combination of the two problems exists. Consistently low or 
high variances, assuming the FMS is mechanically operating as 
designed could indicate problems in the engineering estimation 
process. If the estimates are considered reasonable, then a 
growing variance might indicate that the system is 
mechanically slowing down, perhaps due to a need for 
specialized maintenance. 

The concept is similar to a standard cost system’s 
labor and overhead efficiency variances, although no cost 
figure need be attached to this variance between actual and 
estimated time. There is no compelling reason to express the 
variance in financial terms since the RAMP does not presently 
intend to use a standard costing system. The important thing 
is to first minimize the physical variance, which will 
indicate that the process is in control, and then to reduce 
the time required by improvements in the engineering process 


and adjusting the machinery to its optimum specifications. 
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Related to this is the measurement of processing 
efficiency. The idea here is to measure the proportion of 
production time (actual time spent machining parts) to the sum 
of production time plus material handling time plus queue 
time, and to express this as a percentage. The times for each 
job spent in handling, in queue and in production should be 
recorded and totaled for each month, and the efficiency 
percentage calculated by dividing this into total the total 


production hours, forathesperilods 


Efficiency % = Production Hours 
Production + Handling + Queue Hours 

Production adds value to the product. However material 
movement and idle waiting time are examples of non value-added 
activity. As this efficiency percentage increases, this “non 
value-added" time is minimized. Low efficiency percentages 
indicate wasted time, which should be located and eliminated. 
The causes of excessive material movement and queue time 
include delays due to inaccurate scheduling, rework of 
defective output, delays in procuring material or equipment 
breakdowns. An improving efficiency percentage indicates 
progress toward a Just-in-Time operation. 

Reduction of queue times is achieved through more 
accurate scheduling, and through reduction in machinery set- 
up time. Machinery set-up time should include the time 


required to unload a completed job, install the correct 
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fixtures and tools, select and position the next job to be 
machined. The local area network (LAN) can measure and record 
the time taken by a machine to accomplish these tasks, for 
each set-up. As discussed in Chapter II, several Japanese 
firms have made dramatic improvements in efficiency and in 
inventory reduction by focusing attention on reducing set-up 
time. Where some American auto makers took six hours to change 
over sheet metal stamping equipment from one model to another, 
Toyota accomplished a similar changeover in five minutes. 
(Kaplan, 1983) Set-up time is another non value-added 
activity, which should be isolated for management attention 
in performance measurements. The ability of an FMS to produce 
the optimum product mix discussed in Chapter II hinges on 
quick, efficient tool changeovers and set-ups. Average set-up 
time should be measured for each major machine as an indicator 
Greerlexibility. To be consistent with a Just-in-Time 
philosophy, the goal for average set-up time is zero. It may 
never be physically achievable, but a commitment to continual 
improvement is desirable; every minute saved is valuable in 
the FMS. 

Direct labor hours have diminished in value as a basis 
for performance measurement and cost allocation in a RAMP 
cell. Although the facility is manned by several workers who 
tend the machines and stage materials, labor does not pace the 
production process. There is little likelihood that increasing 


the productive hours of an individual worker will increase the 
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SR eouloie or total system efficiency of the RAMP facility. 
For this reason, direct labor hours are not expected to be a 
worthwhile measure of performance. 

Because of the substantial investment in capital 
equipment, researchers have recommended an emphasis. on 
equipment related measurements for the FMS. (Hendricks, 1988) 
FMS system availability statistics would be relatively simple 
to compute as the percentage of system available time (uptime) 
divided by total scheduled available time. System downtime is 
comprised of hours down for preventive and for corrective 
maintenance. Further, the ratio of hours of preventive to 
hours of corrective maintenance will indicate system 
reliability and maintainability. 

Budgets for corrective and for preventive maintenance 
plans must be developed, expressing the maintenance plan in 
fiscal terms. Execution performance of a flexible preventive 
maintenance budget would be an essential indicator of whether 
maintenance is being accomplished as scheduled. In general, 
maintenance cost control would be measured against a flexible 
budget. Preventive maintenance costs should follow a volume- 
adjusted flexible budget almost exactly and budget variances, 
adjusted for price level changes, should indicate whether 
maintenance is accomplished. Total expenditures below budgeted 
costs may indicate that maintenance is not being accomplished 


according to plan, and higher expenditures may indicate poor 
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Bese Control. Careful analysis of this budget variance will 
indicate the specific reasons. 

Formal tracking of planned preventive maintenance will 
help to ensure that the work is accomplished, and not deferred 
as a "cost saving" device. A trend toward an increasing ratio 
of preventive to corrective maintenance is desirable since it 
indicates that attention to preventive maintenance is paying 
off in terms of fewer breakdowns. 

Since the third shift is currently scheduled as 
downtime for system maintenance, downtime statistics must be 
interpreted carefully. System availability statistics should 
be based on the percentage of available first and second shift 
time only. No downtime is expected during scheduled production 
Seerts. If any occurs, it is of unusual interest and should 
get immediate attention. 

These cost and processing performance measurements 
require a tremendous amount of detailed record keeping, which 
would render them virtually impossible to compute in a 
traditional manufacturing setting. The LAN technology in an 
FMS makes them possible. (Brimson, 1986) Data requirements for 
these cost and processing measurements would generally be 
provided by the RAMP’s manufacturing cell control system. 
Specifically, performance measurement requires accurate 
logging of the time each job order spends in queue, in 
handling and in each stage of production, from the time a shop 


order is issued until the part is turned over to packing and 
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shipping. Bar coding will enable accurate automated tracking 
of every part at every stage. Availability of these data, by 
job order number, in RAMP’s common database makes the cycle 
efficiency calculations possible. A "clock" on each machining 
center can automatically measure and record setup times. A 
Similar clock can measure overall system availability and 
Uta Zataoneseames 

Weekly summary reports of these measurements are 
possible with the data gathering capability of the LAN. 
Exception reports showing measurements significantly (as 
determined by management) above or below specified values 
should be available daily. 

These cost and processing performance measurements are 
somewhat more complex than the delivery performance 
measurements proposed in the previous section and they focus 
On attributes of performance not frequently measured in 
traditional manufacturing environments. In summary, they de- 
emphasize labor as a cost allocation basis and a UWnaleiieen 
performance measures. They emphasize efficiency of the entire 
FMS manufacturing cycle and the operability and reliability 
of the automated machinery. They include more nonfinancial 
measurements, and attempt to avoid expressing operational data 
in financial terms where doing so would be unnecessarily 
complicated or confusing. Non value-adding activities are 


isolated for management attention. 
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4. Quality Performance 

The inherent consistency of automated manufacturing 
makes it possible for RAMP to make parts of uniformly high 
quality because machines do not become bored, or fatigued as 
humans do. Demonstration of this improved quality is one of 
the facility’s most important tasks. The quality is assured 
by the clarity of the part descriptive data (in PDES format), 
the consistency of the N/C machine programming rules and the 
consistent performance of the automated manufacturing 
machines. As successful demonstrations proceed, the built-in 
quality should allow for reductions in manual inspection time 
and costs. (Interview-B) Chapter II discussed in depth how 
improved quality can lead to reduced inventory requirements 
and lower total costs, two of RAMP’s goals. RAMP facilities 
should therefore emphasize quality measurements. 

Defect rates should of course be measured, as should 
rework time and cost and loss on disposal of scrap. In 
addition to recording the rates, defective material should be 
analyzed qualitatively to ascertain the underlying cause of 
the defect. This causal analysis should occur at the time the 
defect is discovered by the operator or by the machine. The 
velocity of the RAMP manufacturing cycle requires that prompt 
corrective action be taken. This concept is somewhat related 
to the Japanese practice of Jidoka, or autonomous control of 
defects, where any person (or machine) in the manufacturing 


process can halt production to correct defects. (Lee, 1987) 
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The diversity of product in a job shop environment 
probably precludes the use of many of the common statistical 
process control techniques, which are more suited to 
production of a homogeneous product in a continuous process. 
Control techniques which focus on percentage deviation from 
design rather than on absolute values of a variable might be 
useful for process control in RAMP, that is the system could 
measure and record the percentage of deviation from the 
designed diameter of each hole drilled by a machine. 
Variability within certain control limits would indicate that 
the process is in control, and larger deviations would 
indicate an unusual flaw in the drilling process such as a 
worn adjustment on a machine tool. 

A four-part quality cost report, similar to Append 
C is another helpful way to begin to organize the management 
of quality. (Morse et _al., 1987) Its advantage is that it 
provides a complete and balanced view of quality management 
not available by concentrating only on defects. Its 
disadvantage is that collecting this cost data is diftfvegine 
In most accounting systems, including Navy Industrial Fund 
accounting, these costs are not explicitly reflected in the 
chart of accounts. To prepare this report, the RAMP system 
will have to capture and record time and costs expended in 
quality engineering, training, supervision, inspection, 
testing and the costs of correcting both internal and external 


failures. 
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Judicious selection of proxies for items such as 
failure costs should allow RAMP to approximate quality costs 
in the four-part report format. For example, defective 
Material received by a RAMP customer is documented by a 
Quality Deficiency Report (QDR), a NAVSUP form which 
identifies defective material and requests a replacement or 
refund from the furnishing activity. In lieu of warranty 
costs, RAMP might track the time and costs of responding to 
these QDRs and use this as a proxy for external failure costs. 
Absolute precision is not as important as an awareness of 
general quality cost levels and trends. 

A quality budget for prevention and appraisal can be 
developed and budget execution tracked. Tracking execution 
performance of prevention and appraisal budgets encourages 
management’s plans in those areas to be carried out and not 
deferred as short-term cost savers. Costs greater than the 
budget may indicate poor cost control. Analysis of the budget 
variances will reveal the specific reasons. 

In addition, management may find it useful to document 
costs of compliance with special Navy quality control systems 
such as the Level One and SUBSAFE programs. These programs 
require detailed documentation on material quality and more 
intensive inspection. (NAVSEA, 1984) 

The quality of raw materials received from the Navy 
supply system and from vendors will be considered in the next 


section, on Materials Management Performance. 
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5. Materials Management Performance 

NAVSUP’s intent is that RAMP operate under Just-in- 
Time inventory concepts. (Interview-B) These were discussed 
in Chapter II. Several of the reasons for holding inventory 
were mentioned in this chapter, in the section on Cost and 
Processing Performance. In general, inventory is held to 
economize on set-up costs, to protect against poor quality 
materials and as a buffer against inaccurate schedules. 
(Kaplan, 1983) Since the FMS is designed to increase 
manufacturing flexibility, improve quality and _ provide 
Superior information, inventory should by design be kept at 
very low levels. RAMP should carefully manage its inventory 
levels and inventory turnover rates, and should expect that 
these will improve as the manufacturing and scheduling 
processes become more efficient over time. 

Inventory levels are simply the dollar values and 
quantities of materials held as raw material inventory or as 
work in process. Inventory turnover rates are conventional 
accounting measures, calculated for work in process by 
dividing the cost of goods completed for the period under 
evaluation by the average work in process inventory value for 
the same period. To calculate inventory turnover rates for a 
raw Material, divide the cost of that material entered into 
production during the period by the average value of the raw 
material’s inventory for the period. These measures should be 


calculated for work in process, each raw material category, 
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paem product line or for any other important strategic 
category. Improved inventory management performance will be 
indicated by decreasing inventory levels and increasing 
inventory turnover rates. Inventory measures are not only 
useful in their own right, they also help to identify 
production inefficiencies. Practically speaking, raising work 
mam rocess turnover from 20 to 25 times is in itself 
desirable. But, assuming the product mix remains roughly 
constant, it also may imply that some significant non-value 
adding activity has been eliminated. That is perhaps more 
important. 

Monthly reports are probably frequent enough for these 
inventory reports. The relatively small facility, the designed 
low levels of work in process and exception reporting of 
overdue jobs should give an experienced manager sufficient 
real-time informal indication of levels and turnover between 
reports. 

Turning inventory over should not be a problem for a 
RAMP facility. Procuring high quality raw materials within the 
specified twenty day manufacturing administrative leadtime 
window does seem to be one of the most Significant challenges 
for a RAMP manufacturer. Generally, manufacturers who have 
been successful at Just-in-Time implementation have 
established close relationships with a very limited set of 
suppliers similarly committed to high quality and just-in-time 


deliveries. (Lee, 1987) 
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Traditional government contracting procedures are 
time consuming and constrained by price-based competition. 
Innovative contracting methods must be devised to permit rapid 
procurement from vendors who can meet RAMP’s strict quality 
and delivery requirements. There is little or no slack in the 
twenty day time frame to allow for unreliable vendors. 
Invoking statistical process control requirements for vendors 
may be helpful in identifying qualified suppliers and in 
reducing receipt inspection requirements. RAMP program 
management is investigating procurement methods which increase 
the emphasis on quality and delivery, and decrease emphasis 
on price. (Interview-B) Improvements in contracting support 
to accommodate the RAMP facility, and required changes in 
procurement regulations would be a productive area for 
additional research. 

This material risk iS mitigated significantly by the 
inventories of material held in the supply system. The host 
Site may be able to satisfy some of RAMP’sS material 
requirements from their shop stores stock. The supporting 
stock point may find it beneficial to carry a stock of 
materials tailored to RAMP’s anticipated requirements, if 
forecasts are available. Optimal inventory support 
arrangements between the RAMP facility, its host and the 
supporting procurement and supply activities,  includiag 
inventory levels, requisitioning channels and priorities, 


would also be a productive topic for further research. 
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Facility personnel should record statistics on the 
quality of incoming materials. Materials may come from a 
number of sources such as the Navy’s supply system and direct 
vendor deliveries and there are a number of potential reasons 
that a material receipt may be rejected. Possible reasons for 
rejection include non-conformance to specification, damage in 
transit due to inadequate packaging or mishandling, inability 
to identify the material due to missing or inadequate shipping 
documentation or the receipt of incorrect material. Materials 
rejected should be recorded by supplier and by reason for 
rejection. The intent is to pinpoint sources of problems and 
eliminate them. These statistics should be kept in the RAMP 
facility’s database, with summary reports keyed on material 
source, reject reason code or job order number provided to the 
Supporting procurement activity for use in contract 
administration and in selecting those vendors who will be able 
to meet RAMP’s needs. This feedback should occur very 
frequently, perhaps daily, so that the procurement activity 
Can monitor contracts as frequently as possible to enforce 
contractor delivery requirements. 

The data for these measures should be readily 
available in the production and inventory control systems. 

6. Program Support Performance 

The RAMP Test and Integration Facility and the 

prototype cells are research and development activities. 


(Lotz, 1987) In addition to the production of parts, their 
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mission includes the demonstration and refinement of RAMP 
technology, in order to ultimately arrive at an effective 
manufacturing system to be made available for further Navy and 
private sector installations. (Interview-B) The measurements 
Suggested thus far concentrate on manufacturing effectiveness 
and efficiency. In this section, some tentative indicators are 
proposed to help assess how effective the facility is in 
developing and disseminating this technology. This area is 
referred to aS program support performance. 

In the area of digital parts data development, RAMP 
facilities should track the number and quality of PDES data 
packages which they produce. While NAVSUP does not intend to 
task the cells with the bulk of the PDES preparation, the 
cells will assist in this conversion process by preparing some 
data packages (for example, a cell may develop a data package 
to satisfy a CASREP) and by reviewing the packages for parts 
tasked to their cell for manufacture. (Interview-B) An 
accuracy goal should be established for those packages 
developed. 

The facility operators and management will certainly 
be the first to notice the inevitable design problems in RAMP 
machinery, computers and operating software. To solicit their 
input, quality circles, design review teams and beneficial 
suggestion programs (with tangible rewards) could be used. 
Management could track the number of ideas received and the 


number implemented. The goal is to encourage feedback from 
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those closest to the problems. Management should ensure that 
these programs are taken seriously and not given mere lip 
service. Deming (1981), is extremely suspicious of slogans, 
productivity campaigns and the like. He warns that they: 
..-never helped anyone to do a better job....these... 
devices are management’s lazy way out. They indicate 
desperation and incompetence of management. There is a 
better way.... 
He states that involvement by management and holding each 
worker responsible for his or her output will go further in 
improving quality and throughput. 

The amount of assistance and information furnished to 
industry should be measured by some surrogate, such as number 
of inguiries answered, number of visits or tours conducted, 
briefings given to and leadership in local trade groups, 
Chambers of Commerce, etc. As NAVSUP develops a more specific 
"marketing plan" for RAMP, the facility can be evaluated on 
its support of those specific objectives. 

These measurements are more vague than those proposed 
earlier. They are also less complete and objective, and 
therefore possibly subject to manipulation. The fact that 
these areas are not directly and immediately related to cost 
control or fleet support should not suggest that they are any 
less important than other measurements. Since this stage of 
the project is oriented toward research and development, this 
program support performance 1S critical. The desired 


performance iS a complete and frank exchange of lessons 


learned, and regular, constructive input from the facilityeen 


needed hardware and software enhancements. 
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V. SUMMARY, RECOMMENDATIONS AND CONCLUSIONS 


A. SUMMARY 

The purpose of this thesis is to analyze the objectives 
of the RAMP SMP facility and propose an initial system of 
management performance measurements which take into account 
the unique characteristics of the facility and the advanced 
manufacturing methods it incorporates. 

Chapter I described the need for the RAMP program in 
general terms and introduced the problem of performance 
measurement in this setting. 

Chapter II contained a review of the literature and theory 
of performance measurement and how the measurement function 
affects managerial action. Performance measurements, as a 
basis for reward, will tend influence managerial behavior. The 
chapter also considered the effect of advanced manufacturing 
technology on performance measurement. The first research 
question, to determine the types of information required by 
management of a CIM plant, was addressed in the framework of 
Howell and Soucy’s (1987) model of the six characteristics of 
advanced manufacturing: high quality, low inventory, flexible 
flow lines, automation, product line organization and 
effective use of information. 

Chapter III reviewed three recent field studies of 


performance measurement in American manufacturing firms with 
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varying levels of automation. The chapter concluded that while 
some appropriate measurements are being used, a satisfactory, 
coherent system of performance measurements does not generally 
exist today. The Navy therefore needs to develop a set of 
indicators which are consistent with the state-of-the-art 
manufacturing that RAMP represents. 

Chapter IV addressed the second research question, to 
contrast the goals of the RAMP program with a private sector 
plant and propose an initial set of performance measurements 
which focus management attention on those areas of performance 
critical to the success of the program. The measurements were 
divided into five performance areas: delivery, cost and 
processing, quality, materials management and program support 
performance. 

In the remainder of this chapter, the recommendations made 
in earlier chapters are summarized and topics for further 


research are suggested. 


B. RECOMMENDATIONS 
1. Delivery Performance 
Growing leadtime for spare parts was one of the 
primary reasons for the RAMP program. The ability to quickly 
deliver parts on demand is the single most important 
responsibility of “the Videaulie (Interview-B) Management 
should measure average total cycle time and its components 


(procurement administrative leadtime, manufacturamg 
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administrative leadtime and manufacturing time) for each 
family of parts. Line graphs showing the current averages and 
the standards are a simple means of illustrating this area of 
performance. Exception reporting of the number and status of 
overdue jobs will be needed. The number of disruptions of the 
automated process should be measured to keep the system 
operating at its most efficient pace. 
2. Cost and Processing Performance 

The RAMP program is intended to reduce the cost of 
spare parts by introducing modern manufacturing methods into 
the spares acquisition process. Appropriate measurements to 
Support this goal include the difference between actual and 
planned manufacturing time, the processing efficiency 
percentage and average set-up times. Because of the 
substantial investment in capital equipment in the RAMP 
facility, measurements of system availability, utilization and 
reliability are needed. 

3. Quality Performance 

Total quality management (TQM) is part of the design 
of RAMP. (Interview-B) Although the more common statistical 
process control (SPC) techniques do not appear to be directly 
Seemicable to a job shop setting, the facility should 
nonetheless use sophisticated, formal quality measurements. 
Perhaps SPC techniques could be adapted to measure the 
percentage variation, rather than absolute values of 


variables. Appropriate measures include defect rates, 
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qualitative analysis of defects, quality cost reporting and 
budget execution for defect prevention and quality appraisal 
costs. Ratios of failure costs to prevention and appraisal 
costs will offer an indication of trends in quality. 

4. Materials Management Performance 

A well-run RAMP facility has no reason to hold high 
levels of inventory. An increase in work in process or 
decrease in inventory turnover rates may be cause for concern 
because it could signal that some aspect of the manufacturing 
process may not be functioning properly. 

A high level of material support from reliable vendors 
with exacting quality standards is essential in order for RAMP 
to meet its time standards for customer service. Careful 
monitoring of incoming raw materials and invoking requirements 
for vendor statistical process controlewill contrabuemiro 
RAMP’s progress toward a Just-in-Time operation. 

59. Program Support Performance 

The purpose of the prototype RAMP facility is to 
refine and demonstrate the technology needed to improve spare 
parts logistics support. (Lotz, 1987) The exact measurements 
used in this area will take shape as specific responsibilities 
are assigned to the facility by headquarters level program 
management. Until that time the facility should measure 
informally such things as quality of data package development 
and the level of involvement in community and trade group 


affairs. These roles are not yet well defined and have no 
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eouncerpart in traditional NIF or private sector activities, 
but this should not detract from their importance. 
6. General Considerations 

The third research question addressed how management 
will evaluate the effectiveness of the measurements used. The 
measurements proposed in this thesis represent an initial set 
Gieeandicators to be used in addition to the financial 
operating results provided by the Navy Industrial Fund 
accounting system. Many of the measures are similar to output 
of standard cost systems, except that cost need not 
necessarily be attached to the variance between actual and 
engineered time requirements. If management is committed to 
continuous improvement as in the total quality management and 
just-in-time precepts, it is sufficient to find where waste 
occurs and to eliminate it. The accounting effort in 
converting the operational measure to a cost is not value- 
adding activity. 

As discussed in Chapter II, the set of measurements 
should evolve over time as the facility matures, through a 
commitment to continuous improvement. The danger of adhering 
to a set of obsolete or irrelevant measurements or using those 
measurements as a basis for reward was discussed previously 
in detail. The iterative development of measurements and 


standards is key to a successful facility. 
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Ce RECOMMENDED TOPICS FOR FURTHER RESEARCH 

Several interesting issues arose during the research which 
were beyond the scope of this thesis and which may be 
appropriate for further research. The following paragraphs 
identity these topics. 

This thesis and several previous papers (Gardner, 1988; 
Bryant, 1988 and Murphy, 1988) concentrated on the small 
mechanical parts (SMP) cell. The general principles of 
accounting and performance measurement should be the same in 
the printed wiring assembly (PWA) cell. They should, however, 
be investigated by a researcher familiar with the technology 
and process of that type of manufacturing. Some substantial 
differences exist between the two processes. For example, the 
PWA cell requires more direct labor in production. (Interview- 
A) It is tempting to assume that both cells can be managed by 
the same principles and measurements, but this attitude is the 
very essence of the "manage by the numbers" mentality which 
is blamed for many of the current problems of American 
industry. (Johnson and Kaplan, 1987) 

The SMP facility will operate as a cost center within the 
command structure of a larger NIF activity such as a Naval 
shipyard. Several unigue aspects of the RAMP facility will 
affect the relationship of the cell to the command. Murphy 
(1988) addressed the question of how indirect costs may be 
fairly allocated to the cell. Additional research will be 


needed to investigate other aspects of the relationship. For 
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example, how does the shipyard commander evaluate the RAMP 
manager in comparison with other production center 
Supervisors? How will RAMP’s cost accounting system be 
integrated with the shipyard’s labor-driven traditional NIF 
system? How will conflicts between the RAMP program management 
(NAVSUP) and the shipyard management be resolved? 

The tools of statistical process control (SPC) are 
receiving a great deal of attention as a means to implement 
total quality management, however they seem to lend themselves 
better to repetitive processes. Potential use of SPC in a RAMP 
setting iS a potential topic for future research. One 
possibility might be an adaptation of SPC focusing on 
percentage deviation or on attributes (such as reject rates), 
rather than on absolute values of physical variables. 

Formal supply support arrangements for the cell should 
include the cell itself, the host command and the supporting 
Stock point. Each activity could potentially hold some 
inventory in support of RAMP manufacturing requirements, but 
in so doing must consider a trade-off between service level 
and inventory holding cost and NAVSUP’s inventory policies. 
The performance measurements used at each level will tend to 
encourage either one goal or the other. In order to furnish 
effective supply support to the cell at least total cost, an 
arrangement should be developed coordinating the levels of 


stock and the responsibilities at each level. 
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Contracting procedures developed to satisfy legislative 
and regulatory requirements are often cumbersome, time 
consuming and excessively concerned with price based 
competition. Quality and vendor reliability are at times 
secondary considerations. The twenty day goal fOr 
manufacturing administrative leadtime dictates that greater 
emphasis be placed on delivery and quality. Price alone is not 
an adequate basis for vendor evaluation in a Just-in-Time 
setting. Innovative contracting arrangements, such as 
incentives for quality and delivery, must be investigated to 
Supply quality materials on time while satisfying existing 
procurement regulations. Perhaps some changes in or waivers 


to regulations will be necessary. 


D. CONCLUSION 

The RAMP program directly addresses several serious 
problems which impact negatively on fleet readiness and 
national security. The growing costs of spares is intolerable 
in the present budget environment. The declining number of 
manufacturers in America, and their reluctance to modernize 
threaten the ability to sustain peacetime operations, let 
alone to mobilize for war. By developing advanced logistics 
and manufacturing systems, NAVSUP is making a substantial 
investment to offset these discouraging trends. 

In order to justify the program and to help sell it to the 


private sector and other Department of Defense activities, 
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RAMP must know how to evaluate its performance. This thesis 
has explored how the performance measurement system impacts 
On managerial behavior and the long-term success of an 
organization. RAMP’s goals and unique manufacturing methods 
will require that the RAMP SMP cell measure its performance 
differently from a traditional NIF activity and from a private 
sector CIM firm. This thesis has proposed several measurements 
for initial use in a RAMP SMP cell. The measures focus on 
delivery, high quality, lower inventory, improved customer 
service and support of the broad program goals. They de- 
emphasize direct labor reporting and short-term cost Savings. 
An advanced manufacturing system such as RAMP requires 
corresponding advances in its accounting and management 


control systems. 
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APPENDIX A 


RETURN ON INVESTMENT (ROI) MANIPULATION 


ASSUMPTIONS: 

Current Assets $50,008 
Property ;-Plant sé.Eqauapment 1L5e000 

Less Accumulated Depreciation = 25, 000 50,000 
Total Assets $100,000 
No Change in Beginning or Ending Inventories 
Sales $300, 0G8 
CGst Of Geeds cela 250008 


(Includes $2,000 of maintenance expense 
and..55,000 of depreciationmon. plan tmcauniors) 


Gross Margin $50, 000 
Administrative Expenses 30,000 
Net Income $20,000 
ROI (Simplified) =e Income = S20, 000 — 20. 

Assets $100,000 


Taxes are ignored 


CASE I. MAINTENANCE DEFERRED 


Maintenance Maintenance 


Performed Deferred 
Sales 5500000 $3007,0G 
COStmOLnGocas oO le 250,000 248720100 
Gross Margin S50 008 $52, 000 
Administrative Expenses SOF 0'00 30, Ge 
Net Income $20,000 522,000 
ROI $20,000 = 20% $22,000 = 32a 

STOO, G06 SOO, 0G 


By postponing scheduled maintenance until the following 
year, the firm was able to increase ancome by $2,000 andiige 
raise ROI from 20% to 22%. They do this at an increased risk 


of equipment breakdowns and increased future operating costs. 
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CASE II. INVESTMENT DEFERRED 





Proposed Investment Outlay S55) Oe, 
Reduced Operating Expenses Resulting From $5,000 
New Equipment 
Investment Investment 
Made Deferred 
Sales S35 007000 $300 70:00 
Cost of Goods Sold 245,000 PRS OOO) 
Gross Margin $55,000 S500 06 
Administrative Expenses 30,000 SO Oee 
Net Income SIs EA OONG, £20,000 
Net Assets $135 7000 $100,000 
ROI $25,000 = 18.5% $20,000 =20% 
SSS OONO) S2010,.000 


In this case, the firm must decide whether to invest in 
more productive machinery. If the investment is made, it 
results ina $5,000 saving of labor costs, which is reflected 
in the higher income. The investment, however, lowers ROI as 
shown above. Considering only ROI, the investment appears 
unattractive even though it lowers costs, and may replace 
obsolete equipment which is labor intensive and produces poor 
quality products. 

Note that by postponing the decision another year, more 
depreciation charges will be recorded, reducing the book value 


of assets, and raising ROI to: 


ROI = $20,000 = 21% 
spc hey 0) ON8, 


This effect should be considered when comparing two 
divisions, one of which has older plant and equipment. ROI may 
be higher for a time in the older plant. Higher operating 


costs will eventually drive profitability down. 
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APPENDIX B 


EFFECTS OF FLUCTUATIONS OF SALES AND PRODUCTION 
VOLUMES ON THE INCOME STATEMENT 
IN AN ABSORPTION COST SYSTEM 


Selling and Administrative 
Expenses ($5,000/year) 
Income 
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__5, 000 


$5,000 


ASSUMPTIONS: 
Year 1 Year 2 
Sales (Units) 100 90 
Production (Units) 100 LZ) 
No Work in Process 
Finished Goods Inventory, 
Beginning (Units) @) 0 
Finished Goods Inventory, 
Ending sUn2es) 0 30 
LIFO €ost Eitew 
Taxes are ignored 
COST OF GOODS SOLD STATEMENT: 
Cost "of Product1on 
Variable ($150/Unit) S15 000 S1i37 006 
Fixed ($15,000/Year) is, COO IRS yl Ole 
Total Manufacturing Cost On OOe $33, 0C0 
Plus Beginning Finished Goods 
Inventory 0 0 
Less Ending Finished Goods 
Inventory 0 36.250 
Cost of Goods Sold 930,000 324 oe 
Unit Costs 
Manufacturing Costs $30,000 53370098 
Units Produced 100 LZ0 
UndeemCos ec $300 S275 
INCOME STATEMENT: 
Sales ($400/Unit) $40,000 S36, UGE 
Cost Of Goods Sold 3072000 24, 750 
Gross Margin SLORCO0 Sll7250 


57.008 


$6, 250 


Income increased in the second year by twenty five percent 
despite a ten percent decline in sales volume. This occurred 
because two things happened. First, production increased, 
spreading fixed overhead costs over more units, reducing the 
full cost per unit. Second, since not all of the second year’s 
production was sold, some of the year’s fixed cost was 
Capitalized in the ending inventory, rather than being charged 
against income in the second year. 

This increase in income was not necessarily desirable. 
Since the inventory must be stored, handled and financed, an 
additional outflow of cash will occur in subsequent years, if 
this level of inventory 1S maintained. The Naval supply system 
estimates a holding cost rate of 23 percent in its inventory 
models. (NAVSUP, 1988) Using that rate in this case, inventory 


holding costs would be approximately $1,900 per year. 
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APPENDIX C 


SAMPLE QUALITY COST REPORT 


PREVENTION: 
Quality engineering S2;, 0007100 
Quality perawmnnG S00 00 
System development ic OOOO 
Supervision 400.00 
APPRAISAL: 
Inspection 538,000. 00 
Testing 675) O00 
Supervision 1, SO0RO0 


Total Prevention and Appraisal 


INTERNAL FAILURE: 


Scrap 30, 000700 
Rework 47800760 
Reinspection 200709 
Retest 200.00 


EXTERNAL FAILURE: 


Warranty 59,000700 
Allowances 2, 000200 
Replacements 2 poo 


Total Failure 


TOTAL QUALITY COST: 


Source: (Morse et al., 


108 


1937 } 


$4,400.00 


13, 300nee 


S17, 700m 


11, 500808 


13, 930202 


$25,450.00 
43,150.00 


APPENDIX D 


SUMMARY OF MANAGEMENT ACCOUNTING SURVEYS 


Hendricks NAA PMM & Co 
Date Apr 1988 May 1986 Dec 1986 
Surveys Mailed 168 Zan 7 Unknown 
Valid Responses 31) SSil0, 200 
Response Rate 51% 16% Unknown 
Mailed to Fortune 500 Various Northeast 
Mfrs. Mires. Mfrs. 
Respondent Profile 
CEO/Div. GM 6% 50% 
CFO/Controller 100% 75% 22% 
Mfg./Oper. Execs. Ise: 12% 
Others 4% 16% 
100% 100% 100% 
Manufacturing Cost Breakdown 
Material 54% 53% 
Labor 13% 15% 
Overhead 33% 32% 
100% 100% 
Automation Installed 
CAD/CAE 98% 92% 90% 
CAM 83% 
Auto Data Collection 33. Bo < 
Auto Planning, Scheduling 62s 67% 
N/C Machines 85% 45% 
AS/RS 33% 33% 22% 
Computer Aided Insp. 60% 32% Zoe 
Flexible Mfg. (FMS) 31% 10% 16% 
Computer Int. Mfg. (CIM) Vis 2s 23% 
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Hendricks NAA PMM & Co 
Performance Measures Used 


Financial 
Sales Soe 
Sales Growth 82% 
Gross Margin 76% 
Cash Flows 135 
Profit Margin 70% 
Inventory Turnover dos 10% 
Return on Total Assets 62% 
Return on Total Capital 58% 
Return on Equity 47% 
Contribution Margin 59% 
Nonfinancial 
Quality 91% 
Labor Productivity 713% 76% 
SeLap COUmES 12% 
Rework Costs 12% 
Delivery Performance 55% 7S 
Market Share ios 
Throughput Rate 46% 56% 
Material Yield 61% 55% 
Product Development 16% 47% 
EGUlpas PEOducriy ley 54% 46% 
Equip. Downtime 48% 
Mfg. Flexibility 47% BE: 
Satisfaction with Performance Measurements 
Very Satisfied 6% 16% 
Reasonably Satisfied Sie: Unknown 
Needs Improvement oe Unknown 
Dissatisfied Sie 34% 
Desired Improvements 
Emph. Variance Analysis 48% 
Emph. Responsibility Acctg. 47% 
Emph. Exception Reporting 44% 
Empl, Produg@ervity Bos 
Longer Term Focus 37% 
Measure Inventory Costs Siz 
Measure Quality Costs 36% 
Simplify System 28% 
More Nonfinancial Measures 27% 
Measure Cycle Time Za 
De-emphasize Labor Measures 18% 
De-emphasize ROI 9% 


Source: (Compiled by Author from Hendricks, 1988; Howell et 
al., 1987 and Peat, Marwick, Main and Company, 1987) 


APPENDIX E 


SUMMARY OF RECOMMENDED MEASUREMENTS 


A. DELIVERY PERFORMANCE 


ik. 


Average Total Cycle Time 


Purpose: To determine whether the average leadtime 
goal for a given family of parts is being met. 


Computation: The sum of all job cycle times for a part 
family divided by the number of parts in the 
family completed in the period. 


Pericdicity: Monthly 


Average Procurement Administrative Leadtime 


Purpose: To determine whether the RAMP SMP cell is 
responding to IFBs in the specified three day 
period. 


Computation: The sum of all job procurement 
administrative leadtimes divided by the number of 
jobs completed in the period. 


Penvoedicae y= Monthy . 


Average Manufacturing Administrative Leadtime 


Purpose: To determine whether the RAMP SMP cell is 
completing all planning and procurement actions 
for a job in the specified period. 


Computation: The sum of all Job manufacturing 
administrative leadtimes divided by the number of 
jobs completed in the period. 


Perredicity : Monthly - 


Average Manufacturing Time 


Purpose: To determine whether the RAMP SMP cell is 
completing all manufacturing actions for a job in 
the specified period. 


On 


Computation: Tas sum of ail jcb mamufkacturing times 
s . = * ° i =. sale =z . 

Qividaed by the numoer cr jyors completed in the 
period. 

Ferioaicity: Montniy 

e * f= _— od 

Critical/Late Jods 

~ — Zs 2 ° - ~ es s . s e , = ' ' 

Purpose: To maintain management visibility of critical 
er Lake Jepsen. 
= « _— = . = es —_ . % - -_— oS = ‘ >} = - 

Computatzon: Exception list of jobs which meet the 

. ° * s ° t ° 
management d¢termined critical criteria, or which 
- < -_- ld ey = & — ve P= Md 
remain in any of the thzee phases of production 
7 ee 9 

beyond specified limits. 

> - 4 —_— s+ «6 -_~_ = ee 

Pr@TaoGcgicity: Daity 


B. COST AND PROCESSING PERFORMANCE 


Se 


ose: To measure whether the SMP cell is breaking 
ewen financially, as WNAVCOMPT requires of WHF 
pa rae 8 
(Se L 


Computation: In accordance with NAVCOMPT Manual, 
city: As xrequired by WAVCOMPT and (ieee 
1 

Automated 


rPercen: of JOpsi Motmoc all: 





Purpose: To measure the percentage of jobs which 
required manual intervention and presumably slowed 
the compueer awtomated process. 


Computation: Divide the number of jobs which required 
manual intervention over the total number of jobs 
fem Che period. 

Perlodicity: Meekly. 

Aetual vs. Estimated Manufacturing Time 


Purpose: To determine whether the FMS system is 
Gperatang as @des iced, and to check on the 
estimating process. 


ie? 


Computation: Subtract the sum of actual job times from 
the sum of estimated job times. 


Periodicity: Weekly. 


Production Efficiency Percentage 


Purpose: To measure the proportion of value-added time 
CO total “job time, 


Computation: Divide the sum of production (machine) 
NOUS  f£Or val leobsme by the “sum of production, 
handling and queue hours for all jobs. 

Periodicity: Weekly. 

Average Set-up Time 


Purpose: To measure the average set-up time for each 
machine, in order to minimize this non value-added 
time. 


Computation: Divide the total set-up time for each 
machine center by the number of Set-ups. 


Periodicity: Weekly. 


System Availability 


Purpose: To measure the percentage of total system 
time available for production. 


Computation: Divide system available hours (uptime) 
Diese Olea neu Tr Ss: 


Periodicity: Weekly. 


Maintenance Budget Execution 


Purpose: To measure whether maintenance plans are 
being carried out to control maintenance costs. 


Computation: Measure actual expenditures and compare 
with budgeted costs for preventive and corrective 
maintenance. 


Periodicity: Monthly. 


1s 


Ratio of Preventive to CorrectiveuMoamntenanes 


Purpose: To measure whether preventive maintenance is 
resulting in improved system reliability, since 
corrective maintenance should decrease as proper 
preventive maintenance is performed. 


Computation: Divide preventive maintenance costs (or 
hours) by corrective maintenance costs (or hours). 


Periodicity: Monthly. 


QUALITY PERFORMANCE 


ies 


Defect Rates 


Purpose: To monitor the percentage of defective 
(obi) onbieian 


Computation: Divide the number of defective jobs by 
the total number of jobs. Analyze defects 
qualitatively to ascertain source or cause of 
defect. 


Periodicity: Rates, monthly. Qualitative analysis, 
ongoing, whenever defects are discovered. 


Quality Costs 


Purpose: To measure costs associated with quality 
factors: prevention, appraisal, external failure 
and internal failure. 


Computation: Use costs measured by the accounting 
system, using surrogates when necessary, present 
in format illustrated in Appendix C. 

Periodicity: Montage 

Quality Budget Execution 


Purpose: To measure whether quality plans are being 
Carried out, to control inspection and engineering 
COSUS. 


Computation: Measure actual expenditures and compare 
with budgeted costs for prevention and appraisal. 


Periodicity; Momeni: 


114 


D. MATERIALS MANAGEMENT PERFORMANCE 


ie 


Inventory Levels 

Purpose: To measure the investment in inventories in 
order to provide information to assist in 
minimizing inventories. 


Computation: Measure the quantities and values of 
inventories. 


igecnanielslaitenl o/s NU ferekelodlys « 

Inventory Turnover 

Purpose: To relate the investment in inventory to the 
volume of production, measures the velocity with 
which inventory 1s converted. 

Computation: For work in process, divide the cost of 
goods completed by the average value of work in 
process inventory. For raw materials, divide the 
cost of materials entered into production by the 
average inventory value of the material. 

Periodicity; Monthly. 

Raw Material Rejection Statistics 


Purpose: To collect data on sources of and reasons for 
rejected material receipts. 


Computation: Receiving and production personnel record 
data on material receipts rejected. 


Pervodicity:) Daily. 


E. PROGRAM SUPPORT PERFORMANCE 


ith, 


Data Development Support 


Purpose: To assess the SMP cell’s contribution to PDES 
development and quality. 


Computation: Measure the number of errors in PDES 
package development. 


Hemtodierty: Monthly 


ES 


Technology Transfer Support 


Purpose: To measure the cell’s contribution to the 
broad program goal of technology transfer. 


Computation: Unclear at this time. Should include such 
things as the number of system enhancements, 
participation in industry and trade groups and 
technical symposia. 


Periodicity: As appropriate. 


Ibs 


LIST OF REFERENCES 


American Institute of Certified Public Accountants, Accounting 


Research Bulletin No. 43, "Inventory Pricing", New York, 
NY: American Institute of Certified Public Accountants, 
1S 3°. 


Anthony, Robert N., Dearden, John, and Bedford, Norton M., 
Management Control Systems, Homewood, IL: Richard D. 


Mewin, inc., 1984. 


Baiman, Stanley, "Agency Research in Managerial Accounting: 


A Survey", Journal of Accounting Literature, Volume 1, 
serang 19382, 154-213. 


Baumol, William J., "Toward a Theory of Public Enterprise", 
paper presented at the Atlantic Economic Conference, 16th, 
Philadelphia, PA, 6-9 October 1983. 


Bennett, James A., and others, Cost Accounting for Factory 


Automation, Montvale NJ: National Association of 
Accountants, 1987. 


Berliner, Callie, and Brimson, James A., Cost Management for 


Today’s Advanced Manufacturing, The CAM-I Conceptual 
Design, Boston, MA: Harvard Business School Press, 1988. 


Brimson, James A., "How Advanced Manufacturing Technologies 


Are Reshaping Cost Management", Management Accounting, 
Meech 1986, 25-29. 


Bryant, Michael B., A Study of the Adequacy of the Navy 


Industrial Fund Accounting System for Use with the RAMP 
SMP Facility, Master’s Thesis, Naval Postgraduate School, 


Monterey, CA, June 1988. 


Cooper, Robin, and Kaplan, Robert S., "Measure Costs Right: 
Make the Right Decisions", Harvard Business Review, 


September/October 1988, 96-103. 


Cost Accounting Standards Board, Cost Accounting Standard No. 
418-Allocation of Direct and Indirect Costs, 1980. 


DeCoster, Don T., Schafer, Eldon L., and Ziebell, Mary T., 


Management Accounting: A Decision Emphasis, 4th ed., New 
Mork, New John Wiley and Sons, 198¢. 


abe lay, 


Deming, W. Edwards, “Improvement of Quality and Productivity 
through Action by Management", National Productivity 
Review, Volume 1, Number 1, Winter 1981-82, 12-22. 


Dilts, David M., and Russell, Grant W., “Accounting for the 
Factory of the Future", Management Accounting, April 1985, 
34-41. 


Franklin, Gary, Database Design for Capturing Performance 
Measures in the RAMP SMP Facility, Working Paper, 1989. 


Euske, Kenneth J., Management Control: Planning, Control, 
Measurement and Evaluation, Reading, MA: Addison-Wesley 


Publishing Com uce 4. 


Gardner, Thomas A. Jr., Cost Benefit Analysis of a Flexible 


Manufacturing System: The U.S. Navy’s Rapid Acquisition 
of Manufactured Parts, Master’s Thesis, Massachusetts 


Institute of Technology, Cambridge, MA, May 1988. 


Hendricks, James A., “Applying Cost Accounting to Factory 
Automation", Management Accounting, December 1988, 24-30. 


Howell, Robert A. "Changing Measurements in the Factory of the 
Future", paper presented at the National Association of 
Accountants Conference, "Cost Accounting for the ’90s: The 
Challenge of Technological Change," Boston, MA, 28-29 
April 1966. 


Howell, Robert A., and others, Management Accounting in the 


New Manufacturing Environment, Montvale, NJ: National 
Association of Accountants, 1987. 


Howell, Robert  A., and )soucy, Stephen R., "The New 
Manufacturing Environment: Major Trends for Management 
Accounting", Management Accounting, July 198@, Z2i-—2Zae 


Interview-A, Interview between C. Curtis Holcomb, Arthur D. 
Little Program Systems Management Co., and the author, 31 
March 1989. 


Interview-B, Interview between Bernard F. Farley, Naval Supply 
Systems Command, Washington, DC, and the author, 30 March 
1989. 


Johnson, H. Thomas, "The Search for Gain in Markets and Firms: 
A Review of the Historical Emergence of Management 


Accounting Systems", ACGOUNE Iner Organizations and 
Society, Volume 8, Number 2/3, 1983, 139-146. 


1s 


Johnson, H. Thomas, and Kaplan, Robert S., Relevance Lost: The 


Rise and Fall of Management Accounting, Boston, MA: 
Harvard Business School Press, 1987. 


Kaplan, Robert S., “Measuring Manufacturing Performance: A New 
Challenge for Managerial Accounting Research", The 
Accounting Review, October 1983, 686-705. 


Kerr, Steven, "On the Folly of Rewarding A, While Hoping for 
B., Academy of Management Journal, December 1975, 767-783. 


Lawler, Edward E. III, and Rhode, John Grant, Information and 
Control in Organizations, Pacific Palisades, CA: Goodyear 
Publishing, 1976. 


Lee, John Y., Managerial Accounting Changes for the 1990's, 
Artesia, CA: McKay Business Systems, 1987. 


Lotz, Judith, "RAMP Breaks Ground in Charleston", United 
States Navy Supply Corps Newsletter, May/June 1987 12- 
1 


Pmaunavall, Daniel M., “Quality Costs", ain ualit Cont nol: 
Handbook, 3rd ed., Juran, J. M., and others, eds., New 
York, NY: McGraw Hill Book Co., 1974. 


McIlhattan, Robert D., "How Cost Management Systems Can 


Support The JIT Philosophy", Management Accounting, 
September 1987, 20-26. 


Morse, Wayne J., and others, Measuring, Planning and 
Montrolling Ouality Costs, Montvale, NJ: National 


Association of Accountants, 1987. 


Murphy, Joseph W., Resolving Inadequacies of the Navy 


Industrial Fund Accounting System to Enable its Use in the 
RAMP SMP Facility, Master’s Thesis, Naval Postgraduate 


School, Monterey, CA, December 1988. 


NAVCOMPT (Navy Comptroller Manual, NAVSO P-1000, Vol. 5), Navy 
and Marine Corps Industrial Funds, Undated. 


NAVSEA (Naval Sea Systems Command, NAVSEA 0948-LP-045-7010) 
Material Control Standard, 1984. 


NAVSUP (Naval Supply Systems Command, NAVSUP Publication 553), 
Inventory Management, 1988. 


NAVSUP (Naval Supply Systems Command) Rapid Acquisition of 


Manufactured Parts (RAMP) Strategic Implementation Plan 
1989-2010, 1989. 


Jes, 


Peat, Marwick, Main & Company, U.S. Manufacturing; The View 
From the Northeast, 1987. 


Rappaport, Alfred, “A Fatal FascinatYon with the Snort Ramee 
Business Week, 4 May 1981, 20-21. 


Reymann, Theodore M., A Performance Measurement and 


Implementation Methodology in a Department of Defense CIM 


Environment, Department of Industrial Engineering, North 
Carolina State University, Raleigh, NC, 24 January 1988. 


Ridgway, V.F., “Dysfunctional Consequences of Performance 


Measurements", Administrative Science Quarterly, September 
1956, 240-247. 


Seed, Allen H. III, "Cost Accounting in the Age of Robotics", 
Management Accounting, October 1984, 39-45. 


Usry, Milton F., Hammer, Lawrence H. and Matz, Adolph, Cost 


Accounting, Planning and Control, 9th ed., Cincinnatwaeee 
South-Western Publi shingm@o., 1953. 


rZ20 


INITIAL DISTRIBUTION LIST 


Defense Technical Information Center 
Cameron Station 
Alexandria, VA 22304-6145 


Library, Code 0142 
Naval Postgraduate School 
Monterey, CA 93943-5002 


Professor K. Euske, Code 54Ee 
Naval Postgraduate School 
Monterey, CA 93943-5000 


Lcdr. D. Matthews, SC, USN, Code 54Ma 
Naval Postgraduate School 
Monterey, CA 93943-5000 


Professor D. Dolk, Code 54Dk 
Naval Postgraduate School 
Monterey, CA 93943-5000 


mee, M. Martin, SC, USN 
18715 Summer Oak Court 
Germantown, MD 20874 


Cmdr. G. Franklin, USN 
eMe 2032 

Naval Postgraduate School 
Monterey, CA 93943-5000 


Mr. B. Farley, Code PML-5505M2 
Commander, Naval Supply Systems Command 
1931 Jefferson Davis Highway 

CM3 Room 515-A 

Pelingzon, VA 22202 


Ms. L. Estep, Code PML-5505M 

Commander, Naval Supply Systems Command 
1931 Jefferson Davis Highway 

CM3 Room 515-A 

Pieiingeuen, VA 22202 


LZ 


Copies 


Oe 


pele 


v2" 


Mr. P. Dubois 

C/O South Carolina Research Authority 
5300 Terminal Blvd. 

N. Charleston, SC 29418 


Mr. R. Pokryfka 

C/O South Carolina Research Authority 
5300 Terminal Blvd. 

N. Charleston, SC 29418 


Mrs. J. Mercer, D/310 
Naval Avionics Center 
6000 East 21st Street 
Indianapolis, IN 46219-2189 


We, 2 










































Voesss FS OS Toh £. 0.8. BA oto 
Tre were wer 4p one) Ty ee 
ABN 6-9 tits S0h-Ad 88 4, B56 08-408 of 
















psMP on 
" RAM i foe 1 s 
BA Brbetee! Qi 4sb (Mek Sih eds surement in the ’ 
fet A Oty heh AVE, BOs aol 0S 
ictal, fe Aid kB AB-b 14 ctaried 
Haire) # B40 Posinoed 
ADM 04 te NE d ths Paherm bes O10 24.806 
& heer 1b AD cheb ha Onn 
aieh Myf etake 










Bee 8S 39 Os Bentionlh oP ot 
SM LED CLAY 31 tree ee MR ete po MIB 8 48 
PF od Web Aabahs b ABRagolae’ aoc Qi hods & Qoke pak 
Rp hes C5606 nee hy 9 antag bs its Botmne a ase 





TET} Wh} “ ' e. 
18 ' \ -¢ eg t e 
) ry A 4 
| | 1) ‘ 
lal | I Py oi . 4 
UR ne WN) | wel ' ‘ 
! iA U ‘ 5 1 
my a Wi] | uM s o & 8 
iH | 4 
| aL IE Py | P y 





































































































































































































































































































































































































































































































































































































































r) ‘ Ja. 
. ty a et g 
Bet, Reh Ain h2'osd wrnthirr « re al a Oe I 0 94 ds% 18 1 s 
MO AsbA OLd4E KBP Oye b-1 MR ad. to diot MOLs BS Gid. bebe Qed Os Pokus .w 6 bat ie 5 
1 Mo Vel ote tn, Mg hier 6 BP tot hhh to Vo tal te eT ol SPE Rote S th as.e 2 Hideki ey | ° : ‘ 
PPS EEPROM OAGod 26.008 mod 2 PL be FBG HOD, CdD Oi. oi Bh bod gy. 08 E DIK. AEG load, Bow. O14 O cOd oh Cae ey rere | fe e 1 ; 
WeiaMal ene M Dore we. By SLO oR A aM Bins oR AAO RMRALD 40 read big Rae PAW ofeeO Sh of 4, .bs Dig QiOad wo 0G, af ‘ + 
WE MOF Dot Pod soe hah Bobet @ AEoms Od 6.5). 80 rhpauin athe hore tT of .@- 0484 Kao Aodgidd Dobes 0 KS ‘ Coe ay 
CBP PAM Od a Rate ee Got oh OH o M2019, 08 rel 048 PM Rolls it bh, om of } 50 oh. BAL Aetrod 0d 2 ee SO "ee ef ooh tia 2 be 2 ' 
POND D Ae OB A Shh 18 Did ReBE BoP: On AOIO tobe Mt i hy . G2 SOBo bs Beh ite er o86 on Lid. Hod, thay © ROt Foiebnb te 6 Aap . 1 1 
ERAS Via e hgh oh et Rad A oP @. tle etllichel ante dete el dt ee ee be Abie oad t ob oh MAL chon @ ob). Oe %eb.chut 4 ‘ a1 
Fs Rel ol at oem Oh Gs Po dtm 928 180111) Hib wok ALO Om O ahersA, ht, Quad we FIM, Poe AAA @ ae eA ytot ht ons i cers «i a | oa 8 fous ae iy see ’ ’ 
Retin fue God chet eove OAD he eRe Ash ODP! Oh 0h 0 ohne OP Me oh rhe h oA of ofa Bet See SADR 9 Ouest tee OA gy* oa 2 ter ' t 8 a des et ‘ ee a ’ a ou Pe ' 2 
ae eal Phat BU 8 tae. Dio Bad 20 DE LbeG : 2% -O 42 Shek Geert soked. pone HeMiny-eatic & Ae FOG bb iF Bem yy P ot, tut 15 : Py A tee t, , e 6 ° 1 ° 
RPO a Tt By Bycnt ot yh OF oh0F WR « ib wabiietnl bbe Lt oe *ohasrerioa 2 pe WRnDAd Mid tile CoheF dep £65 dibs med z AO FREt 6. . ' , F 
2 hin Miabralaide ONE AG Raf cose turd BP bP oy 496, OR ARE webidot bor § ob nee mate Po OEE Ci dt CRM ed 68 & Bilal ies bona et fot © Mahel ty? Sim t gemen aye 1 mee igiiiita s P 
men Boaricl ot A mih © A Ao ay gh ot etd, Chane e OYE - 4 aky PWPowe ret. ark PERS PSB ne Oh Meet § 01's tba: hb ’ 1 of u oF BP ch tn tf tes Ck i eer cir) . 1 ta 
SFO H Parl we OM DH AW OF OIE), MoM Bas 28 Gee 4 0M) Gis Go Ni Bote BoA» fork 4 a Bf Vat eebind of Ait ngdd « Usk BB Gd gy P-Prboh gd Lage pig og - s xb a . 1 1 Prers 1 oae 
ed qi ete ments POs BK ee Bieta had SAP Ardre Minn denyas ob Os tod abalprter OME Prt eRe bal Aste Aros ra bt AP ito pd » . 7tege pita te & ts ria | 6 ’ e8e. 
reppartearnledy Sabbaths ink adegilletts alec ce Leet eT Peer ie Wg AelleWCoeey BrAid 269.0. 816. GDRok PahDDotghed ap nosas fale Cf ahed © GI rk Of Ae vv yt Cre ptnden ke bag oe e ' ’ 
porvaleomepearsty bar ere lites SPORE Ee phe4 ew eke ts heer! PbS sor, @ o 2 bi npon « a oe ‘ ct 4 Mop ’ n* £q ue . ‘ ” 2 ‘ e 
A AN vetngh a7 PAM Bored FL Fontes ned ic tet 18 te piatokio mts. extie 0.6 @ 4, tite oF Cp daa i) % bite La fan ' , fesigqen 1s 840m ¢ N at 1eete ‘aug 
On P 0 wes hoe hn ont 8 et Wel wh oF AR Mae oh 20M etd AOD. OOP vl s+ BAtE of ot mad une AnAEd OAR Reds oe op@ 1008" & Kid Dee Le! yo ot tit oo a) + ¢ oh tae a ee ' eo re er - 
SPP aN0 Day ernp ea 0.900 aE ti AA § teGal ohh boteh MGI Reh Mls) fqrabia Done. 4 Pr a Coe | 19 8 Me MW OOO A Cit Kad Oh Eh 4 fr! fee Sats oa. > 4 ’ 18 foe rar ee a F 
oat ah Cotedatne id ae Lae Of oltow (i eAabue pen es 6 is DAMAGE Ie. Am RoO nd 00 4.9 FE Rs oH A & ed at Dr) ee Ree) oe 4 
NOS Retivlin Me BEM Oh De HbA 0 FORA BO MELE -AILAE D atl te Buh ihoO Phage hee b one pe & 4he ag 
Pi A, Molt DUBE OHA ReBD 4 ng. OP 8 9 diem ahi oi 17064 Gf iteah hag? 0rhrtos 6 A wHON Ot RoAauad ot Set.aa f . 8 jae 
TUONO Hee eas. AUP Bod wise bd einen) ornrocene. 6 RARE em 0.) Betot sp, dow a he ne : j \ 4 . Belo F 
enh ane Rett bad. o6 het rchn tint 28 R48 006A 3 PiGaslnriinnaat HO 0 oh old LP of cir arr rie y | p 1 t . ae at 
wet Mae ad Ae 5 0b 0 Cite b.0 ot: Coteb area babi: Metabinnt © Le Lae eet Pt ert ate rere ;: Stir ; 
Rat Fa ee a aA Rodin AN OA Bohs gimw 4 Selon LoD 08 OMe ih A POs ed SoAts namo e hese 4,° ee ’ 
weir $i ef Pat eatebh tote Orirdad Mohotstat >. Lopes 4 . O48 of Soar,end 6.8m, 1,9 e ‘ 
et OO OE W816 a8 BH tt ni at dedinh oh OR BoteO1 08 ate he olip Setthyne ngs @ od fOr Oe R Ft hehe tasnn, Oe ae : i 
Mem OOl DDG hme 6 608 Ah OPO Bate ® of, ae ae MOQh Bos, AMG DW © 6 0 ofm O.0SE Att « . ial | ‘ 
Redd ay! Oe om ate od ot gt Ret hae oN om of ket oF oh Bat tit 40,0har BoD ost OR: bow date b, . 4 i ey Fey A 
See tieu ptf a8 ae Beth 0 a8 6. PPM OL 0 PM Oh RO e0.e ohn 1 ebi Rt hed Aas Vem abr ate« © & ik Ew Cr a : fa 1 
alt ateraF st o aha Oe abot pinde nf bytes ot, A HAN el ache t.tiwh Wire 004 ad den Rot AE Leber emetin®s I af 66 ‘ ; : ner 
Pid denpeisgn ak seid aaah oe Loe obs het ORS mt eeeeris ds 600 arin 4a ERR oRO NE Rhea Bue) Foto he Abe » Ys ‘ ’ e1 8 
Retlet.ndet ph aaaphnn) led ef fi, Cota hour? bes oe » PRs ot: tout PP olns enon a ati oh otody ab Byed ya ds ‘ P 3 - 
ai gt Aun Poh et “Ot ehet. Bees & go® REA a+ 08 B08) F ofint od 9F ern hol Gehi d BO Od ahase 1 fa ‘ i 1) ate ih ' t 
# D086 phe Fook @ deeBohes on pmatav od epahseunek natehelie ple ae » I ot 00 Med Amt. erdhe SD ceinnd Aor, : ol hie otee ‘ * 1 1 . - c, e 
Actnt ott oF a Pharm oga b ASA Mt oa h E.G 00801 Se Pets ofon Are ber ohanih OM P2619. 6 ot sob mcst. tad om. i oe ee ae , le a ae | e a fs a] # * a oe ir rene t 
Soh oh ad oOo @ ob Aigteh ® of strye oot, emnnes nese ofa Pets bed bh of wiht me mh et die ted F neers . bo bae € t eed, @ ‘ ae CI ; F ous ae ; 
Ot peti"! abr lp a halen eae + totem Guhivle Setar dd Shae TSF. O16 Cat. Prde Ahh ew «® 2. De i tas »! @us i» 1 ' cpu ’ 1 te (WWI Miter 
80: rat, at eter cai moh bel whi thew oe 4 Dt wet) Dy Tones Oh PAT eRe id gwen os ster: ri “148 3 ™ 4 1 = a4 1 to ¢ ° then mite 
D Weds tole wm dig eee’ J PASE B09 FO MPG bakes Cihiet,  gict bas Baber\t, ee see. ee ae) gti rob vot ai St.meGnrnw «4 theo bo ae Bb tof ' 6 ' 1 a 
maf Rtg ofl att sbidtonion ony A a san ee Vick tMalomegbo 6 atnk as shina jt 1 mht 4 A Mie shop 2 2%et anna thas © tio 6 dak hee  # 1eeek met Rip aaah, + gn = ‘ rie ae 4 aren e re ay far) Car yee aa 
Ah BDA EDA Oe i rhe ob ety. 0 1B Mom Cor adh) ued La ee nT mo Oo 8 teote uA Wide "eranm 0, wate Aad belt @ 4.44.8 Bae Votan &. ee Le a ae 2 oe Sop a a 1 iy et ee Tey e =r 
ohne an ohni el OAD ohn ws tenho Behe aad) Sir om p Fem cgahngn on Lape a, @ altas stomadoart nt 0 Perit 3s iA Oo tat A fetes 4 8 te yubadl ‘ Seat a8 ae ; ' Seat 
at taPed 40g b8. 0 eT hod mies bad eat at ited Ad de al et Aa nehobd vi OF A8.tr Od PS Agiy tah fae Hat de 1 tet! @ , "1 Hwy ¢ i wiles ae f ro ie esa 
Otel ah enielet ol of pt bine ut Se ee eee BY? $407 cm dadmdrion. Ur HS lis PM ahor BMS aR ieee tee Pt Pbk Fatah ii” 9 fF. tm 1 4 4k oc 4 Pa > Att iu 
+ Beet OO me yess é ore PE & ani CaO ee 4008 LAR pS oeinsdiiggie « PIPED Bah og ME LEER MEDI amas OF MO o ta Ahare Mita beehs 4 ooh b eid Seer reoe a, "ob eyees sedge F ’ "Poa, 
ea tare Sb Ue Ao nae Fucon.a ‘pea chert ntiee I. Ft Vhs ; gclageet: ip) of x « fi6 oomnt a hg ® { - ‘hae : oe : 
abtaeen deus nantetersirie aoc 06 ES AK yooh dit oe $< 07h Fud Gt PEM E ROME 0.0 agNohyh-Ra My Beda ¢ ++ se: tot> wt ‘ ar of pines fh xe anes e Fc Ae tice 
jo ata ad we oF of sak bt savpe eneed oh Aw Gem Bik teed 1b EE oh ghs (AGM 0 0d Pot oo 81 Ags td Aah e ati babel 25 se heat bs f. 408 ‘ F ie aa, 
scdoumil neds ween tana ake Pee ee CoP 2° Me owbe te: pdf otse'e ene 0,9. deme » Perens " ue sb Gok 4 1 Ot atari ip eau - A 
Pato. teho tal Antiot et Goad ¢# pbonatye ete Co "8b b Pod bo et Boker bak Ore #2 @ Fe hee to AD ant ' t 1 2 1s Duper 1 7 r} a 
Sinaia ah cdmcoiiaceaitaleant PFDA Ort g hm Ry BONE Oe AMO he OF nem | oie Bani & a 8 Tact et ae ae rer er Bee ein - ; : ee 
nahnanirahidiahare otf hob 4 atm, FDA WS Adicd I at a 139 wid Pdecicwe t tote" s sateh oof e- 4 6 ' "eH . vitier = ws ae F 
OF OO a sh GeR edig mem 1 al? 5 Somehy € ott OF of aunw hs oF iF oi eae e lee eee ee % “ari a ees ee taee apis 8 vis ‘ 7 = ms a : ‘ 
ates PRD da eromied an awiteMed 0t18 atter Ase dd oder hI od, et Boe ay her Pes | S400 Sh tr miles ad are reh wiht Fe aed aE a5 ; i» ole Sn oe ; ws , 
Weta of ote hares as be bed fo pretend MALY ped rover a a .e WeMBeEd 9.0 F wos, FO rehgsAtninas-8 0 oD & 1gP a te Poe % sate 9 i te wet 1 aa r ! J Da ee eae 
od orem i bred hfe elected a bord om Aus Od a8. otal pth ame aD raol bepht he wtlomanths Fi On dl Fete 2 Este gte & am + of ary s oe are ee . a Neyer 
0 A! ps ot whee wes ee Paty orb FF ctap@ ia ad she Oy eu Shad AeeAhe 428 abe 142 erAge tot 4 pean at 8h! beh AM ST mot 8 ae ade Se It Op; atu , yet aie either tri ae tT: 5 ' 
Seah wt bad Solel oF ncn gat oh : Fite VarsGnt pA mid oink ghd gle’ bb, Zarek bit at ders Its a ee a: rigor AS dy. 
earl aes Ad's hel toa edat Ome di A oe ‘ Vf SP idgoh ss tut loge laid 2. Srrgks 1 So Sen pre's . ® ‘ us Jee e a ‘ ’ Wiles a car ‘ 
dpe haved bhbed ot ef ol a elt tol owse efref HP hit BEV Fase eVtaed bideris Fb, gD . tem 8 ; Sete @ a ® 1 a. 4 Baca « 
ate oh aT mtod a hai OP 4 EPIL, sSeneymsiens a abeed BF kd ed »4 oT i ae ed eG foot sue 8 at ee | . ie dy 0,8 we ety ate 
st ets each Fick hems hls Fi > fA Le wt hes aPnbad ade Heh a? don ebnhat: Wes eens be @ oS ote e a dan ny wr ira » P 1s : . »f e@ 
Oe BIOS WH is Hy Raat Add ofarad ahs metre ot). RL Ke Matias sade re © Wied 3.1 tegrvuuseoape 2 ad erenedag oo ’ a hy ere Cupea BON) (x pee Fi 4 . ° “ ’ ’ rt t 
Da Fat hme Mo AKil ch wd as ted Vigtte dita tb m Gai § > Fok 6 6 Milhar sid Aud Foe ated, Posed .8.1. Fe Jos Ce re $s fa : . 1 yet é Ping 
BaP FAO 8 hos eure Ont Paes OA te As one ppt we a thal yt ee Par » a t A eye ap 
- ALP aah mer Ga e%i Say digs "ahs abr § ‘ : 1 ae F 1 - 
sell tal Lome col a oh ere ee Oe Pa . e Perit - “ ’ 
Files PAPA trara Bb ghos Beet a fs - . woe s - : 
po We Fak ert ok wat hi & boelay BAP bn doe 8) ae Bowne tne rf ® ° ‘ ax 
Pat Aringke? wtni oe dhs ra) oY oe eee {eee | Fee ioe bhd le eu Hoe at "I ry Pa) . toe 
2 shee eieAys't. stgmehhy Pm tr ee) £56. ‘cb 1 8 ¢eteP ane «© i es? P ore are i re ctl a ft ' 
pet i Lats eee at GF Seal bb enehi cg td rite Arete gagd Ce mer yn te Saow . a ‘ et a fa 1 
msi 4 oe De Madd OF F928 WE wm 28 8 od inl oot D 2 ee Mere a oe ‘ ‘ 1 a." ane * ee a er ’ 
Pat pe alt de that “ohana gh. g ‘ein PW ot Bab © Phe © a 5 cdg - Bir yae hg ' 2 ® 
Py PF tne Shes AE WGS Felgenins Pe f 4 : ’ > 
RP atte Pal os FePea, app? « . ’ it to. P 
r Poms" teAh sheme= oe “ata © avg" Des ee tee it Beer . 
nt nh Pad o® 26 pired gett apt on ald ~ Sar sé cance =a fee eins N 7, 
tor nnmelncatcna® fe a Pebseot Wiens ikl bg a hardPd VAs hat CaCice! Acynenien ' ' 
FS ak ge je Pabgent on 10 ITEM oe wT wh » Rp ep hetued Fata Ay m4 ' ae we y . 
Wiel a © WU abe E ke oe #3 ed 4 ai wate dy § Oi 5,8" P96: a 8s rs ae : = ei 2 8 + 
ht a WF ie pe et oe Wd + Fis. yp Oe "ee * ‘ in alate ahi r 
ata 2 esp-d J Troy ot So ee athe Uso aor ee arate PR od Pac ee 
Fat Ded at am od “at ht Brier yd ASE CaP ee aa ead: els { ; P 
Fe 5 AXES hehe deh ; ys 1 aha ouypa ate a x i 
. = 5 ” ‘ . . a ‘4 = 
° Sie at ' 1 ae 
‘ a ? ? : : ‘ * 
' ary ‘ to . . ® ' ' 
4 ' : i, . is & va 
~ Thee Fare? 4 a yh . r ‘ ie a SOL eer te} ’ hie a A ' 
of NM se tk ONO wds8? athe ” « a . ar] t Care | 1, 8 ‘ 
2Hhbs “aes ah Fate oe ' Sat j i 
1 ‘ ee ee . ‘ 
‘ 'v a Son Beng, 
ol to 1 
"1 Cade 6 , : 1 ‘ 
at a@ ‘ e Se 
. iow “ ; aot at 
fa Be a6 ' ’ 6 . 
1° f} * . 
‘ A F £, ' LE Py as 
. . ’ DH ' r) pa 
WaT x Ms 4 iy . 
tebe’ et &5 ‘i os 5 Lea < F 
hs Arie ‘ 8 
, . 
ahr ew efacuir., “ o 8, ‘ 
5 + a i t . : fa 
a | Paya é4 wT 
4 - ‘8 t 
IStus Pi F ‘ ‘ Aa 
eX ‘\ | ! e. 
aye ° vf ’ ' 
5 Ped ‘ as ve 2 
Phat at ¢ e ’ 
Cee Sus kc Liter : pee ya , . ' ; P F ae F 
£ Rhee otk a2 pez SF 20, Few ts ita iy aA 8 : ‘ a ' e 
SFY PEI ON as os A Bey r Ca tan be = ope ki ‘ Pe . 
See ern ri ee iNet, AGIs sia sed Pye ases: gag fe Pew rata, © is, ae ers =} sy 8 = " . 1g e 
oa ar ys BEA Tyet ert asse BW aT Ses Ay FCSN SV Uses yh agete a Mags g NS ige ‘7 sy : : » 
PUPOIVS PRR eR gp ida7 3s) 0B Fy THe y. % £925 FERS Ages gee é . a ty ‘ 4 aA 
aye Ty “Seeu 8 Zh tA TP MALS! | ‘ ’ ; 
Fi MOR BAe: & PE abel L IS de Sarr 43 a ‘ at ® oT y%e 
Pry oy seas eds ASN 08 . . ; a aha <5 
‘ &P 75 -ePy; “8 aL Apile 1 a 8 = 
r SD ere 25 LY ees j | 
RMB SM Pe reat af Phy es ? sa F 
. phe meri eTS ee wher afar RAG ein gs 4) 3 ye an : a SE 5 
Pe>firy SIs, SPxgrHy sf 8saag 2s ar Sade f ePOPy Sats Vem ies hE § * Wage ’ was ; oe 
2 oy RF oe my A ies mite, rie "Ps Yeas 4 4 2, TS RAETA Pose A, 8 ~ arsry % 51, ® Tits ' AID 2,8 = A i ® ek So%an * 
S98 pss Pee Lyme No . . Lal saa beta aed o ’ ype te , . - ‘ie ‘ 
we bot. Sa ae ho ha O Oe ae r) . OF ‘ 8. A . e 8 
Pal bal Bh “a », senha ky. Ayer ” ' 4 ' 4 
NE JERG: Mets eeP ae LES fate: he, 2 t : ’ : 
fee ehLinel ok Wl Oe ton ei tate e COT aree : Ue ern pee é Binpena : 
‘eh atm =, | se Nee rap GRP Ms. A ye weasel e7ase sue re FS " ; - 
sek Yalta RL dled Wk oy Hh? Bhs e tht os . Cy, AM - : a 
PPP SPF edsw Fase “es hese bs, ' ‘ = 1 y ‘* ‘ ® ry ‘ 
bet ban as i ws het Ce eee + a ? . “aye 
SAP eye ey BAe” 4) * peSafer arn, oth it 1 aed ae ’ 
aoa POR Ware ngsitar bw yemerh oF Pyrrsesafose 9 Oye se 8 1‘ ae : 
EYP SL ee? Fee =e [ote . Bar 5 . ’ 
Bo hee de) ee ‘ 8 ur é 
8 edad ete 9078 pe an i * ee 2 iow oo‘ a 
oS Pre Leas Peas F ‘ ? 
ere P% : ‘ 
° . t Sege,? 
tenets Bite te oe leie . , = oy ‘ 1 
© a cee 8p WF Sade Pager ees Fale P RAiizewc ae 
a OTT ies a J ao ata ie . PL : ‘4 1 1 ' 
habia tabddde: htd Mama on eS Suey UES fe ody a Kher of ‘ 4 : ; 
FAP SERN Pee Pars obey fre fork, ofa fe'o's e * F. : . ae 
& 4 efegees »o asuss . is «© 98d <i, ote Ri SpeFi. veered, y en me 
Ise Tat eet ale Se Tewtsytelyrerje es; mi Tate eg Oe nr ar 3 ier ka? | vs 
op tpt is PEDO eee, hE wt Wag ani ey \ f ttqnditd a es . 
PeleremAe Pryor ye Mes % eft af . Fasett cep ee 2 
B2 Cyras nee rhe Gan te ne api Aid a 1 . i oe ; 
t Sen NFY S " 2 at » net \ 
the PL ee . . e ’ : 
+2 tiers ‘ Bic. i 
Re beayee: . 
: . : ' r 
> Perader ur ey ocaae ums a ‘ r 
Pete af 0 Pie Seine CEN PEA ee lata ie POPS Vtaiwe™ Mepacn ae 78; > : eo ‘ 
mths be freed ao Lae ih Lee Wee UF Ee Fi Spesie gs Pups he ae : 5 
~bdbdalha tolke dah eek ruhe o Se Sary | , < 
ESET aR Rew ere FAR Para h Whe ai aryns Teraty wy pase LE Y F ri 
Me Wy oS trne ME Pel eh am MR 6. Oty Ry TR rarre rs . Ae : 
er ary “eg ewe breotm, Ory ela put gre 8 . 
Vista (oPs as ' AY 
¥s ee , s 2 
ed | a * . 
s . 
wera . EPs 
FINES Lowe Oe geome Dewees mye - 2 : 
wah afgcwece® pe atety & aT Tc ret its He ate 
: pe ve Peavehinyes ae setts rev AG te ene , A 1 = 
PureAry se OO VEE OP Op, Ofte Pais vedere na Mee zat eum van my, tialy bet “ wth @ . aneen a i 
adas Bh PS ODMR VY SRS be SE WINRAR Oe hOmrery Were Tye eMh a lateen nye wr bats be oR age ee pian ‘ SP SEere st 8 Oe ke « ® ye = 
Dah LUM Le iti tReet YT 6% INGEN Sha use Mt Ale ee me ee oss s.ete%e tad a as. . 
19 0Gr5 LYSE, me, ea rere arte Re i ey ee iva “ur 
Hy Pred Pe MS aoe Seas Tahery Oe fey > age, 8 ’ 
Py b> yo0 Se Tee Me eset eee, outs oG -m ere % higey 
© MP COD rye My Oe: CU wrerey, 1m we ies ale ey Veer aA, 
Ne TAT vive PVPs eX? 


Pee o le re are 
wou wanul Tove 
BIalyAr Pewieib 
FMOU aligns dG Me : 
RieOuseiala wre eV ey 
PE er tOomd Mid 7 ye ea 
eRe fereaet elie rs fy ry, 
phe Re | wate YP PSP weigh BAUS PWpagrebPeny, 
SCM wed rec herys wee Eo bee Ere Nee genet 
hr VO tert ys 988 “EC ee fete @g idaho Bk a tefl OE CPO 1hKy 
Bd, te Sede at ald oh 1 EE eed lt 


RS, eye 
Fu Pve b 





Sere WEP 8 ate 
rTatere e ot 
“rte. Sar eu 

















Pere fu Pama Pe, " 





















































¥ wv Ofetaife wows ea 
nd ted te te a tet Tot ee Pu vry GROW le -afetye er FUeter set & , 

OPA EME FLY oMeary ure FRM Vat Qirets Ferues e ober Put rhe Vey Bre 
bid ub dh whe ta Ste “v8.08 fe, Acts wD Ts 
hh chtnelit tat haben et A a tan "Wie “a terghe 4. in eye 
EWE OWS hs wen my Oe VON ode ly sieges Tn he Th Fe 
-hdeitheditdiniois hak 20 hn te tar OW wares bie eve NIV Ale Oe ee aed ewes 
Fehr eL Artem qe HURL Wha VFO wbeo bith ere mol. b Viv ten ort 4 
nin wth Modie le tite eh aT “+ SOWIMO MP RTE Fe Ee yy AD a4 
sieges the Lihtehdah Weta te PL) Pu dphe ee rh Gem Natrane 
sik tile Dallin ten Lat BLT Le ta bd Se i hs Fuver@ier ‘et aPhereds 
wes SW Oe Oe oe Lupasy CPT U Hg Wr wee 4 he ee et ne 
ills ddlealle tab ah th te a a WRT BH ty UT 
Dirkers0 Gy WUNS Pees w0g84 











id Foe We Gao? a TD ell * $seee WR 
son ; 













































































































































w-atrnewer ye uy CEH VVATE © © Gestere Gal 
vei ae Rin LN fa 6F.Oy 8 Tel bug, 
hes ator ; eae WHyPee me yt Btries ay omy ~~ i 3 u = 1 
coregerameresier : id hd ORC nT © POUPUP ADS areE Ce 2 ta ah | "ee ir {‘ sia ry ' ‘fle. o 
We OUR LM Fe Se Pepe wee ee WEL Feindotety OM Sri poet ar ‘hetelteyinn ws pt x E am Min. 
ey POY ty ore ennse eat om, y ae ; 
~Welabd tr tgld Lid) De err a cake Ear Tt 4 a 
por i ad UTR ETE OE) Ney Tor D O71 sme ¥ plete Vee io ce 
Sods bide to ke tt he Gk VET aig fererei aie estas: ete 1 ‘ah 
eri gietaraceree aieee "PASS TEVAVED ULE weet OF BELT VON Sade ‘ * ‘ 
peda Li ts “Dip abi tah AN wants PSION bos PER SBe'h Ag to Mate ed : . 
ceiarera vaio Sede ey Pe QABTAA VN Weer ees ary pa ye . a. > 
Se Lacan te ah Rr ee PETE Ry ry. Pe args bus ee Ss . ie 2 
Bennetts ed Bet ee 2 4 
oe US Pm ary erator ene | 
be ee ty Tit ee es in : 
Fee SANG erenume gt 2 Tes io. Ales ' 
ade teh ein Be Lich Mh des ek ek Le Teserus “a rh | 
meetsbtaterenee bern eer yny ere ; Ter MME WEY NWA bes 
C8 Pe RW T Ree bye YAU OT CHL PY UU AFG U8 PURPLE LELW TENTS @ jer Grce Bots oa) 
wil eb ye lrEE Ty v | 
tod Bom? en P-epiayrens 2 = 
At eel A tyatyiyieR, | no 
BVO MEW OD EIR Pete, Sue ' ; £: | | 
peat vSeretence Se PuvsVenver’, . I ¥ v3 od 
Suieelad a wi srw rmoare yelleeay ay, ey eerily e ’ é ’ 
are: a wears y e ie wet .* %. s ercy¥ ry 1.4% i, setss,. 
Pen ve wey! Wan ree Pel" Ube OCF 1 vay. ~FETY, > eo »” Wt VE 8 arb ary ek WAP Pet ae vi wie og r . 
eal Se a a a pe tdad 0U BE O20 8-0 a9? 4 Ol UMEY et twee G Qh bn S08 fan) 1. ‘ you 
Se2we wPC CWT LD ELBE FEI RAL TT Dit gi VE UT OAL Sh ENO MUTE AS > FARE SES 880 TA Teveth ah ee tT 18 et on at, tad 
peated del deca aati ted Bh eG Ph td hes ake ae Wire" Bt Ak Re th hk eh ome tie ¥tany . . 7 a | ° en er ‘ . 
passvecta ary: eM tbe Bee Ce EVOewOW WY Tory ohsa "ANH ORTD ALD, raeth kw NG gava “tem ee; we 4 
i do pe a et sw BO Oe UU ORTE FP" HWFS E2030 “Wane ak te OE . 1 4 ‘ 
rh ht aks At te gh pend wteuneeiices WUE OFC PS LUV LUTWEA AEP % eo 6 
OMe ROE FE BIW YA Ee v Perwrvey te any -: att 
i Wee UO US re eur hy ry, bey ge m4 ’ a, ; 
‘erere Ci dee es hee ao b . :. ie 
. BA cel AS A Yates crt) o ; 
. Het ly A Aad kali AML Rad tks PS eee ie; wb ane re 
i, MeL th. & daver. Uh TLL sate Me ; ath , ‘ 3 A 
ore: a . 6M eae ; ry “ 
Bests sl OH Dt ivy ag Gh eth Md git tate eT aie F ete 2 ' 
Sock Our yer a bese) Ya ryl omg Era W879 5 SeTy OM VT vs Oe! Nt la tas . an a. * i ‘ 
ar Oe hake Seber grea ae ant Rak ed eC TertI aE  a 
: are: ~ i Ay 
Ow OT BY ta ser 9 BALD) Wee FU LY: 6° URED: esis soe «hee 



























